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(54) Conveyor with a plurality of flights and boxing system using such conveyor 



(57) A conveyor (58) includes first (5-1,5-2) and 
second (5'-1,5*-2) groups of flights which are spaced 
along the conveying direction to provide spaces suffi- 
cient to hold packs (1) therein. The flights in each group 
are divided into first (5-1,5-1) and second (5-2,5'-2) 
sets. The first and second groups of flights are mounted 
to first (18a,18b) and second (21a,21b) conveyor chain 
pairs, respectively, and moved through pack loading 



(43) and unloading (19) stations. Stepping motors 
(8a,8b) drive the first and second chain pairs independ- 
ently. A controller (27) causes a set of flights after being 
loaded or unloaded to be forwarded to the unloading or 
loading station at a speed higher than the speed at 
which the sets move through the loading station. 
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Description 

[0001] This invention relates to a boxing system for 
putting articles, e.g. packs of food, such as potato chips, 
beans, pieces of candy and the likes, in boxes or cases, 
such as corrugated cardboard cases. This invention 
also relates to a conveyor apparatus useable with the 
boxing system. 

BACKGROUND OF THE INVENTION 

[0002] An example of prior art boxing system is shown 
in Japanese Unexamined Patent Publication (KOKAI) 
No. HEI 9-77003 published on March 25. 1997. This 
prior art boxing system is used to put packs 1 shown, for 
example, in FIGURE 25(a) or boxes (not shown) in a 
case 2 shown, for example, in FIGURE 25(c). Referring 
to FIGURE 25(a), packs 1 conveyed on an input con- 
veyor 4 are put into spaces 6 formed between a plurality 
of adjacent ones of a plurality of fins 5 planted on the 
conveying surface of an alignment conveyor 3. One 
pack is put into one space 6. Thus, packs 1 are aligned 
on the conveying surface of the alignment conveyor 3. 
standing erect. 

[0003] When a predetermined number, five in the illus- 
trated example, of packs 1 are aligned on the conveyor 
3, a pusher plate 1 1 pushes five packs on the conveyor 
3 to move on a U-shaped intermediate member 10 onto 
a predetermined position on gates 7-1 and 7-2 as 
shown in FIGURE 25(b). The pusher plate 1 1 has slits 
12 therein to avoid interference with the fins 5 when it 
pushes five packs on the alignment conveyor 3. In the 
illustrated example, two sets of five packs 1 have been 
pushed onto the gates 7-1 and 7-2. 
[0004] As shown in FIGURES 25(c) and 25(d), after 
pushing five packs 1 onto the predetermined position on 
the dosed gates 7-1 and 7-2. the pusher plate 11 
moves upward and returns to its original standby posi- 
tion (FIGURE 25(a)) along a path above the alignment 
conveyor 3 in order to avoid interference with succeed- 
ing packs 1 being conveyed and aligned on the con- 
veyor 3. 

[0005] Then, as shown in FIGURE 25(b). the packs 1 
standing erect on the gates 7-1 and 7-2 are held by a 
pair of holding plates 9-1 and 9-2. 
[0006] Thereafter, as shown in FIGURE 25(c). the 
gates 7-1 and 7-2 are opened, and the cardboard case 
2 is moved upward from below the gates 7-1 and 7-2 so 
that the ten packs 1 held between the holding plates 9- 
1 and 9-2 are put into the cardboard case 2. The card- 
board case 2 has been conveyed on a roller conveyor 
(not shown) to a predetermined position below the 
gates 7-1 and 7-2. The cardboard case 2 has four flaps 
2a-2d. 

[0007] Next, a stuffing plate 13 disposed above the 
gates 7-1 and 7-2 is lowered, and, at the same time, the 
holding plates 9-1 and 9-2 are moved in the direction 
away from each other. In this manner, packs 1 are 



placed in the cardboard case 2, as shown in FIGURE 
25(c). 

[0008] Then, the cardboard case 2 with packs 1 put 
therein is lowered, and the gates 7-1 and 7-2 are 

5 closed, so that the boxing system returns to the state 
shown in FIGURE 25(a) to thereby complete one cycle 
of operation. This operation is repeated. 
[0009] In the above-described prior art boxing system, 
the alignment conveyor 3 must be stopped at the push- 

10 ing position shown in FIGURE 25(a) when the pusher 
plate 1 1 pushes five packs 1 on the alignment conveyor 
3 onto the intermediate member 10. It disadvanta- 
geous^ prevents packs 1 conveyed by the input con- 
veyor 4 from being continuously supplied onto the 

is alignment conveyor 3. Another problem is as follows. 
When one set of five packs 1 is pushed off the align- 
ment conveyor 3. a next set of five packs 1 may have 
been already available. However, such new set cannot 
be brought to the pushing position at a high speed, 

20 since the alignment conveyor 3 should move at a speed 
low enough to receive packs 1 supplied by the input 
conveyor 4 without fail. These problems impede the 
improvement of the boxing efficiency of prior art sys- 
tems. 

25 [001 0] For conveying and boxing thick packs in a case, 
the spacing between adjacent fins 5 should be 
increased. The fins 5 are screwed to the conveying sur- 
face of the conveyor 3. In order to widen the spaces 6, 
the fins 5 must be unscrewed, which requires time and 

30 labor. 

[001 1 ] As shown in FIGURE 25(a). the holding plates 
9-1 and 9-2 are arranged to advance by a predeter- 
mined stroke to press against a given number of packs 
1 between them. Accordingly, if each of the five aligned 

35 packs 1 to be held is relatively thick, there is a danger 
that the holding plates 9-1 and 9-2 may crush items con- 
tained in the packs 1. On the other hand, if the sum 
thickness of the five packs 1 is relatively small, they may 
slip off from between the holding plates 9-1 and 9-2. 

40 Accordingly, a predetermined number of packs 1 may 
not be boxed neatly. Thus, it is not always possible for 
the holding plates 9-1 and 9-2 of the prior art system to 
hold different sized packs with force appropriate for 
such packs. 

45 [0012] Further, since the holding plates 9-1 and 9-2 
hold packs 1 by applying holding forces along the line 
on which packs 1 are aligned in a row, ail or some of 
aligned packs 1 may slip out from the row in the lateral 
direction. Such packs 1 may be caught by the upper 

so edge of a side-wall of the case 2, and, therefore, some- 
times, proper boxing of packs 1 cannot be done. 
[001 3] Sometimes, a large number of packs 1 may be 
in so long a row, being held between the holding plates 
9-1 and 9-2. that one or more of packs 1 may slip off. If 

55 the force given by the holding plates 9-1 and 9-2 to the 
row of packs 1 is increased to prevent such slip-off of 
packs, the packs may be sometimes damaged. Accord- 
ingly, there is some limit on the holding force applied by 
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the plates 9-1 and 9-2. 

[0014] In prior art systems, in order for packs 1 to be 
put into a case easily, the case should have a relatively 
large opening, which means that large-sized cases 2 
are required. This necessitates a relatively large space 5 
for storing the packed cases 2. 

(001 5] An object of the present invention is to provide 
a boxing system in which a desired number of packs 
can be put into cases at a high rate without fail. 
[0016] Another object of the present invention is to 10 
provide a conveyor apparatus which can be used in the 
boxing system and which includes a plurality of easily 
detachable fins, between adjacent ones of which packs 
conveyed to be put into a case are disposed and sup- 
ported. 15 
[001 7] Still another object of the invention is to provide 
such fins between adjacent ones of which packs can be 
supported, standing erect without bend, so that the 
packs can be put into cases, being erected. 

20 

SUMMARY OF THE INVENTION 

[001 8] According to a first aspect of the present inven- 
tion, a conveyor apparatus is provided, which includes a 
group of first partitioning means mounted on first con- 25 
veying means with spaces provided along a conveying 
direction between adjacent ones of the first partitioning 
means. Each of the spaces is sufficiently large to hold 
an article in it. The first partitioning means are adapted 
to pass through an article loading position where arti- 30 
cles are put into respective ones of the spaces and an 
article unloading position where the articles held in the 
spaces are unloaded. The conveyor apparatus further 
includes a group of second partitioning means mounted 
on second conveying means with spaces provided 35 
along the conveying direction between adjacent ones of 
the second partitioning means. Each of the spaces is 
also sufficiently large to hold an article in it. The second 
partitioning means are also adapted to pass through the 
article loading position and the article unloading posi- 40 
tion. There are further provided driving means for driv- 
ing the first and second conveying means independent 
from each other, and control means for causing the 
group of first or second partitioning means after being 
loaded or unloaded, to travel to the unloading or loading 45 
position at a speed higher than the speed at which the 
partitioning means pass through the loading position. 
[0019] The control means cause either one of the 
groups of first and second partitioning means to pass 
through the loading position at a predetermined article so 
receiving speed, while causing the other group to be 
placed in the unloading position. 
[0020] The conveyor apparatus may be arranged so 
that while one of the groups of first and second partition- 
ing means is being loaded in the loading position, the 55 
other group, after being unloaded, stands by for the 
loading at a position before the loading position. Alter- 
natively, it may be so arranged that while one of the 



groups is being loaded in the loading position, the other 
group, after being loaded with articles, stands by for the 
unloading at a position before the unloading position. 
[0021] According to a second aspect of the invention, 
a conveyor apparatus includes conveying means, and a 
plurality of partitioning means mounted to the conveying 
means. Each of the partitioning means is detachably 
mounted to the conveying means by means of partition- 
ing means mounting means, and is spaced from adja- 
cent ones along a conveying direction to provide spaces 
therebetween sufficient to hold articles therein. Each of 
the partitioning means mounting means includes a 
through-hole formed in either of the conveying means 
and the partitioning means. The through-hole has wider 
and narrower openings communicating with each other. 
Each of the partitioning means further includes a parti- 
tioning means retainer mounted by an elongated mem- 
ber to the other of the conveying means and the 
partitioning means. The retainer is adapted to be 
inserted into the wider opening of the through-hole and, 
then, moved into the narrower opening to contact the 
periphery of the narrower opening. A spring is adapted 
to press the retainer in the narrower opening against the 
periphery of the narrower opening. The partitioning 
means further includes a detent for preventing the 
retainer pressed against the periphery of the narrower 
opening from moving into the wider opening. 
[0022] According to a third aspect of the present 
invention, a boxing system for putting articles into a box 
is provided. The boxing system includes an article hold- 
ing arrangement including holding members for holding 
a predetermined number of aligned articles to be put in 
a box. The holding arrangement includes a driving unit 
for moving the holding members toward and away from 
each other along a direction in which the articles are 
aligned. A force detecting unit detects forces with which 
the holding members press the aligned articles when 
the holding members are driven toward each other. The 
holding arrangement further includes means for stop- 
ping the driving unit from driving the holding members 
when the forces applied to the holding members as 
detected by the force detecting unit is greater than a 
predetermined value. 

[0023] According to a fourth aspect of the present 
invention, a boxing system for putting articles into a box 
is provided. The boxing system includes front and rear 
holding members for holding a predetermined number 
of aligned articles to b put in a box, by applying force to 
the aligned articles in the direction of alignment. The 
system further includes side holding members for hold- 
ing the aligned articles held by the front and rear holding 
members, by applying force to the aligned articles in the 
direction perpendicular to the direction of alignment 
[0024] According to a fifth aspect of the present inven- 
tion, a boxing system for putting articles into a box is 
provided, which include holding members for holding a 
predetermined number of aligned articles, and a funnel- 
shaped guide into which the aligned articles held by the 



3 



OQA7 1 AtAO I 



5 



EP 0 967 163 A2 



6 



holding members are forced to thereby put the aligned 
articles into a box disposed at an outlet port of the fun- 
nel-shaped guide. The outlet port of the funnel-shaped 
guide includes guide plates which can be pushed out- 
ward by the articles passing therethrough and return to 5 
the original position when the articles have passed, and 
biasing means for biasing the guide plates to the origi- 
nal positions. 

[0025] According to a sixth aspect of the present 
invention a conveyor apparatus includes conveying 10 
means travelling in a loop including upper and lower 
paths with turning paths between the upper and lower 
paths, and a plurality of partitioning means mounted to 
the conveying means. Each of the partitioning means is 
detachably mounted to the conveying means by means is 
of partitioning means mounting means, and is spaced 
along a conveying direction from adjacent ones to pro- 
vide spaces therebetween sufficient to hold articles 
therein. Successive ones of the spaces are adapted to 
be loaded with articles when the partitioning means 20 
pass through a predetermined loading position in the 
turning path from the lower path to the upper path. Driv- 
ing means drives the conveying means. Each of the par- 
titioning means includes a partition standing erect and 
extending in the direction perpendicular to the convey- 25 
ing direction, and a base connected to the partition. 
Each of the partitioning means mounting means 
includes a mounting device secured to the base of the 
partitioning means, and an engaged device adapted to 
be engaged by an associated mounting device. The 30 
engaged devices are secured to the conveying means 
along the conveying direction with a fixed pitch. The 
engaged devices are arranged such that plural types of 
partitioning means with different distances between the 
mounting devices and the partitions can be mounted to 35 
the conveying means. The conveyor apparatus further 
includes control means for changing the amount by 
which the partitioning means are advanced to receive 
articles in the loading position, in accordance with the 
distance between the mounting devices of adjacent 40 
ones of the partitioning means. 

[0026] The number of different types of partitioning 
means may be two. 

[0027] Each of the partitioning means mounting 
means may include a through-hole formed in either of 45 
the conveying means and the partitioning means, which 
has wider and narrower openings communicating with 
each other, a partitioning means retainer mounted by an 
elongated member to the other of the conveying means 
and the partitioning means, which retainer is adapted to so 
be inserted into the wider opening of the through-hole 
and. then, moved into the narrower opening to contact 
the periphery of the narrower opening. Each of the par- 
titioning means mounting means further includes a 
spring adapted to press retainer in the narrower open- ss 
ing against the periphery of the narrower opening, and 
a detent lor preventing the retainer pressed against the 
periphery of the narrower opening from moving into the 



wider opening. 

BRIEF DESCRIPTION OF THE DRAWINGS 
[0028] 

FIGURE 1 is a front view of an alignment conveyor 

system used in a boxing system according to a first 

embodiment of the present invention. 

FIGURE 2 is a plan view of the alignment conveyor 

system shown in FIGURE 1 . 

FIGURE 3 is a plan view of the boxing system 

according to the first embodiment. 

FIGURE 4 is a front view of the boxing apparatus 

shown in FIGURE 3. 

FIGURE 5 is a side view of the boxing system 
shown in FIGURE 3. 

FIGURES 6(a), 6(b) and 6(c) illustrate a fin-mount- 
ing arrangement for mounting fins to the alignment 
conveyor system shown in FIGURE 1 , in which FIG- 
URE 6(a) is an enlarged front view of a press-down 
limiting member contacting a fin-retainer together 
with a fin-mounting fitting, FIGURE 6(b) is an 
enlarged front view of the press-down limiting mem- 
ber shifted upward away from the fin-retainer mem- 
ber, and FIGURE 6(c) is an enlarged plan view of 
the fin-mounting fitting. 

FIGURES 7(a) through 7(f) illustrate how the fin is 
mounted to the alignment conveyor system, in 
which FIGURE 7(a) is a front view of the fin-mount- 
ing arrangement with the fin-retaining member 
inserted into a wider opening of a through-hole 
formed in the fin-mounting fitting, FIGURE 7(b) is a 
partially cross-sectional view along a line B-B in 
FIGURE 7(a). FIGURE 7(c) is a front view of the fin- 
mounting arrangement with the fin-retainer slid into 
a narrow opening of the through-hole in the fin- 
mounting fitting, FIGURE 7(d) is a partially cross- 
sectional view of along a line D-D in FIGURE 7(c), 
FIGURE 7(e) is a front view of the fin-mounting 
arrangement with the fin-retainer abutting the lower 
surface of the portion of the fin-mounting fitting 
around the narrow opening of the through-hole, and 
FIGURE 7(f) is a partially cross-sectional view 
along a line F-F in FIGURE 7(e). 
FIGURES 8(a) and 8(b) are front and side views 
respectively of one of holding plate moving appara- 
tuses for moving pack holding plates of the boxing 
system toward and away from each other. 
FIGURES 9(a) and 9(b) are front and side views 
respectively of an example of a force detector other 
than the one used in the apparatus shown in FIG- 
URES 8(a) and 8(b). 

FIGURES 10(a), 10(b) and 10(c) are front, side and 
plan views respectively of a side holding plate driv- 
ing arrangement of the boxing system shown in 
FIGURE 1. 

FIGURE 1 1 is a plan view of a guide used in the 
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boxing system of the first embodiment. 
FIGURES 12(a) and 12(b) are cross-sectional 
views of a part of the guide shown in FIGURE 1 1 , 
showing guide plates extending straight and guide 
plates pressed outward by packs, respectively. s 
FIGURE 13 is a cross-sectional view of the guide 
mounted in operational relation to the boxing sys- 
tem. 

FIGURES 14(a) through 14(j) are perspective views 
illustrating how packs are put into a box, in which w 
FIGURE 14(a) shows packs being supplied to the 
alignment conveyor system, FIGURE 14(b) shows 
the packs arranged on the alignment conveyor sys- 
tem. FIGURE 14(c) shows a pusher plate pushes 
the packs out from the alignment conveyor system. 75 
FIGURE 14(d) shows the pusher plate staying in 
front of the alignment conveyor system. FIGURE 
14(e) shows the pusher plate which has returned to 
its original position, FIGURE 14(f) shows the packs 
held by the front and rear holding plates and a side 20 
holding plate, FIGURE 14(g) shows the lifted case 
with gates opened. FIGURE 14(h) shows a lowered 
stuffing plate with the front and rear holding plates 
moved away from the packs, FIGURE 14(i) shows 
the packs pushed into the case, and FIGURE 14(j) 25 
shows the gates moving to their closed position. 
FIGURE 15 is a block diagram of electrical circuitry 
of the boxing system according to the first embodi- 
ment of the present invention. 

FIGURE 16 is a flow chart illustrating the operation 30 
of the alignment conveyor system used in the first 
embodiment 

FIGURES 17(a) and 17(b) show a flow chart illus- 
trating the operation of the front and rear holding 
plates and the side holding plate. 35 
FIGURE 18 is a flow chart illustrating the operation 
of an alignment conveyor system used in a boxing 
system according to a second embodiment of the 
present invention, in which fins are mounted on the 
alignment conveyor system with the spacing of 2.5 40 
inches disposed between adjacent fins. 
FIGURE 19 is a flow chart illustrating the operation 
of the alignment conveyor system used in the box- 
ing system according to the second embodiment of 
the present invention, in which fins are mounted on 45 
the alignment conveyor system with the spacing of 
2 inches disposed between adjacent fins. 
FIGURE 20 is a side view of the alignment conveyor 
system used in the boxing system according to the 
second embodiment, in which fins spaced by 2.5 so 
inches are in the unloading position. 
FIGURES 21(a) and 21(b) illustrate how the fins 
spaced by 2.5 inches are moved to the loading 
position by an amount varied for the respective fins, 
in which FIGURE 21(a) shows the second fin 55 
receiving an pack, and FIGURE 21(b) shows the 
third fin receiving an pack. 

FIGURES 22(a) and 22(b) illustrate how the fins 



spaced by 2.5 inches are moved to the loading 
position by a fixed amount, in which FIGURE 22(a) 
shows the second fin receiving an pack, and FIG- 
URE 22(b) shows the third fin receiving a pack. 
FIGURES 23(a) and 23(b) illustrate how fins of the 
first embodiment spaced by 2 inches are moved to 
a loading position by a fixed amount, in which FIG- 
URE 23(a) shows the second fin receiving a pack, 
and FIGURE 23(b) shows the third fin receiving a 
pack. 

FIGURE 24 is a side view of the fins of the first 
embodiment spaced by 2 inches are in an unload- 
ing position. 

FIGURES 25(a) through 25(d) are perspective 
views of a prior art boxing system illustrating how 
packs are put into a case, in which FIGURE 25(a) 
shows packs aligned on an alignment conveyor 
system. FIGURE 25(b) shows the packs pushed 
out of the alignment conveyor system by a pusher 
plate, FIGURE 25(c) shows the case enclosing the 
packs, and FIGURE 25(d) show the case contain- 
ing the packs is removed from holding plates. 

DETAILED DESCRIPTION OF EMBODIMENTS 

[0029] Referring to the accompanying drawings, a 
boxing system according to a first embodiment of the 
present invention is described. FIGURES 14(a) through 
14(j) illustrate how packs are put into a cardboard box 
The boxing system shown is used to put five (5) packs 1 
into a corrugated cardboard box (hereinafter referred to 
simply as box) 2 as shown in FIGURE 14Q). The packs 
1 are erected in the box 2 with their bottoms down. Of 
course, the boxing system can be used to put smaller 
boxes in the box 2. 

[0030] An input conveyor or supply means 4 is linked 
with an alignment conveyor system 58 to supply packs 
1 onto the alignment conveyor system 58. Packs 1 are 
successively put one by one into respective ones of 
pack receiving spaces 6 formed between adjacent ones 
of plural fins or partitioning means 5 mounted to the 
conveying surface of the alignment conveyor system 58. 
Respective packs 1 are put in the direction perpendicu- 
lar to the conveyor surface so that they can erect upright 
in the respective pack receiving spaces 6. The align- 
ment conveyor system 58 is driven by two stepping 
motors 8a and 8b (FIGURE 1) to advance intermittently. 
The motors 8a and 8b are controlled by a control sys- 
tem to cause the fins 5 to advance in such a manner 
that one of packs 1 conveyed by the input conveyor 4 is 
put input each space 6. Although not shown in FIG- 
URES 1 4(a) through 1 4(j) , two sets of six fins 5. namely, 
a f in set 5-1 and a fin set 5-2. and two sets of six fins 5\ 
namely a fin set 5-1 and a fin set 5*-2. are mounted to 
fin-mounting fittings 33 secured to the alignment con- 
veyor system 58 (FIGURE 1). In the example shown in 
FIGURE 1. the pitch of the fin-mounting fittings 33 is 
one (1) inch, and six fins 5 are mounted to the respec- 
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tive ones of six successive pairs of fin-mounting fittings 
33 so that adjacent fins are spaced by one inch. 
[0031] The motor 8a drives two of the four fin sets, 
while the motor 8b drives the remaining two fin sets. 
Packs 1 are successively conveyed to an unloading sta- s 
tion 19 by the fins 5 of the four fin sets. 
[0032] In this specification, the reference numeral H 5" 
when used singly refers generally to one or all of the fins 
used. Similarly, the reference numeral "6" when used 
singly refers generally to one or all of the pack receiving 10 
spaces. 

[0033] Next, when a predetermined number, e.g. five, 
of packs 1 put into five pack receiving spaces 6 between 
the fins 5 on the conveyor system 58 are brought to the 
unloading station 19. being aligned with each other, a is 
pusher plate (unloading means) 11 pushes the five 
packs 1 aligned on the conveyor system 58. as shown in 
FIGURE 14(b). The pusher plate 1 1 has slits 12 therein 
through which the fins 5 can pass when the pusher plate 
1 1 moves across the alignment conveyor system 58. 20 
[0034] Then, as shown in FIGURE 14(c). the five 
packs are pushed out of the conveyor system 58 
through a generally U-shaped corridor 10 onto a pair of 
gates 7. The pusher plate 1 1 is driven to move laterally 
across and above the alignment conveyor system 58 by 25 
a later-described linear driver 55 (see, for example. FIG- 
URES 3-5). Thus, the pusher plate 1 1 can push five 
packs 1 on the alignment conveyor system 58 to move 
through the corridor 10 onto the gates 7 in the closed 
holding state. A stop plate 34 shown in FIGURE 14(c) 30 
acts to prevent the packs 1 from being pushed further 
on the gates 7 and also align the five packs 1 in a row. 
[0035] The pusher plate 1 1 is driven to move to push 
packs 1 out of the alignment conveyor system 58 when 
the conveyor system 58. which is intermittently driven to 35 
move, is temporarily stopped at a predetermined posi- 
tion. Depending on the width of the row of aligned packs 
1 and the number of rows of packs 1 to be put into the 
box 2. the number of reciprocal movements and the 
stroke of respective movement of the pusher plate 11 40 
may be changed appropriately. 

[0036] After pushing packs 1 to the predetermined 
position on the gates 7, the pusher plate 1 1 moves back 
in the opposite direction and temporarily stops at a loca- 
tion before the alignment conveyor system 58, as shown 45 
in FIGURE 14(d). and, then, further moves across the 
conveyor system 58. without being interfered by the fins 
5. to the original position to stand by for the next pushing 
operation, as shown in FIGURE 1 4(e). 
[0037] Then, a stuffing plate 1 3 is lowered to a prede- so 
termined level to push down the top edges of the five 
packs on the gates 7 to thereby level the heights of the 
respective packs 1 . as shown in FIGURE 1 4(e). 
[0038] Thereafter, as shown in FIGURES 14(e) and 
14(f). a side holding plate 35. which has lain prone, is 55 
driven by a side holding plate driving arrangement 107 
to rotate to the vertical position, where it presses 
against the sides of the five packs on the gates 7 on the 



alignment conveyor side to make them align. At the 
same time, front and rear, upright holding plates 9-1 and 
9-2 located at opposite ends of a row of the five packs 1 
on the gates 7 press against the front and rear ends of 
the row of the packs 1 . Thus, the five packs 1 on the 
gates 7 are held by the front and rear holding plates 9-1 
and 9-2, the stop plate 34 and the side holding plate 35. 
which are pressed against the row of packs 1 from the 
four sides thereof. 

[0039] Then, as shown in FIGURE 14(g), the two 
gates 7, which have been closed to support the five 
packs 1 thereon, are opened by a gate driver 106 (FIG- 
URE 3). The box 2 on a box rest 17 (see. e.g. FIGURE 
4) is lifted upward by a box lift 98 (see, e.g. FIGURE 4) 
to locate below the packs 1 . The box 2 has been trans- 
ported by a conveyor 96 shown in FIGURE 4 and has 
stood by on the box rest 1 7. A pack guide 90 guides the 
packs 1 when they are put into the box 2. 
[0040] The front and rear holding plates 9-1 and 9-2 
are. then, moved slightly in the direction away from each 
other by respective holding plate drivers 16-1 and 16-2 
(see FIGURE 3) to reduce the pressure on the five 
packs 1 The stuffing plate 1 3 is lowered to force the row 
of packs 1 into the bottom of the box 2. See FIGURE 
14(h). Then, as shown on FIGURE 14(i), the side hold- 
ing plate 35 is rotated back to its original prone position. 
The gates 7 are then closed by the gate driver 106. as 
shown in FIGURE 14G). 

[0041 ] After that, the rest 1 7 of the box lift 98 with the 
box 2 containing the five packs 1 resting on it is lowered 
to the original standby position, where the box 2 is dis- 
charged to a discharge station. Then, a new box 2 is 
placed on the rest 17 of the box lift 98. the stuffing plate 
13 returns to its original upward position, and the front 
and rear holding plates 9-1 and 9-2 return to their open 
positions. This completes one cycle of boxing operation. 
The same operation is repeated for putting another row 
of five packs 1 into the new box 2. 
[0042] Next, the input conveyor 4. the alignment con- 
veyor system 58 and the pusher plate 1 1 are described 
with respect to their structures and operations. 

Input Conveyor 4 and Alignment Conveyor system 58 

[0043] The input conveyor 4 may be a belt conveyor of 
synthetic rubber and moves at a high speed to convey 
packs 1 The packs 1 are supplied to the input conveyor 
4 at substantially constant intervals from a preceding 
packing machine (not shown) and fed to the succeeding 
alignment conveyor system 58. 
[0044] However, due to some operating conditions of 
the packing machine, the intervals at which packs 1 are 
fed to the input conveyor 4 may vary. An article sensor 
20 disposed at the inlet end of the alignment conveyor 
system 58 senses packs 1 passing in front of the sensor 
20. as shown in FIGURE 1 , which produces a pack rep- 
resentative signal when it senses a pack 1 . The first and 
second stepping motors 8a and 8b for the alignment 
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conveyor system 58 are actuated, in accordance with 
the pack representative signal, at such times that packs 
1 are received in the respective ones of the pack receiv- 
ing spaces 6 between adjacent fins 5, one for one space 
* 5 
[0045] The alignment conveyor system 58 includes 
four chain loops 18a, 18b, 21a and 21b. as shown in 
FIGURE 2. The chain loops 18a and 18b belong to a 
first group, and the chain loops 21a and 21b belong to a 
second group. The first group chain loops 18a and 18b w 
are driven to travel by the first stepping motor 8a, while 
the second group chain loops 2 1 a and 2 1 b are driven by 
the second stepping motor 8b. Pairs of fin-mounting fit- 
tings 33 for holding the fins 5 are mounted to the chain 
loops 18a and 18b at corresponding locations. A pair of is 
fin-mounting fittings 33 is used to detachably mount one 
fin 5 to the first group chain loops 18a and 18b. 
[0046] As shown in FIGURES 1 and 2, the first group 
chain loops 18a and 18b include a first set of twenty-one 
(21) fin-mounting fittings 33 with which at most twenty- 20 
one fins 5 can be mounted to the first group chain loops 
18a and 18b. and a second set of another twenty-one 
fin-mounting fittings 33 with which at most twenty-one 
fins 5 can be mounted to the first chain loops 18a and 
18b. The second set of fin-mounting fittings 33 is 25 
located halfway downstream from the first set. 
[0047] The second group chain loops 21a and 21b 
also have first and second sets each including twenty- 
one fin-mounting fittings 33. The first and second sets 
are spaced by half the length of the loops as the first 30 
and second sets of fin-mounting fittings 33 of the first 
group chain loops 18a and 18b. 

[0048] Thus, as shown in FIGURE 1, the alignment 
conveyor system 58 includes a first set of fins 5-1 and a 
second set of fins 5-2 both of which belong to the first 35 
group and are driven by the first stepping motor 8a, and 
a first set of fins 5 -1 and a second set of fins 5 -2 both 
of which belong to the second group and driven by the 
second stepping motor 8b. 

[0049] A first set of driving sprocket wheel wheels 22a 40 
and 22b coupled to a first driving shaft 24 for rotation 
therewith and a second set of follower sprocket wheel 
wheels 22c and 22d freely rotatable with respect to the 
shaft 24 are disposed at the inlet end of the alignment 
conveyor system 58. Also, a second set of driving 45 
sprocket wheel wheels 25c and 25d coupled to a sec- 
ond driving shaft 26 for rotation therewith and a first set 
of follower sprocket wheel wheels 25a and 25b freely 
rotatable with respect to the shaft 26 are disposed at the 
outlet end of the alignment conveyor system 58. The so 
first group chain loop 18a is looped around the driving 
sprocket wheel wheels 22a and the follower sprocket 
wheel wheels 25a. and the other first group chain loop 
18b is looped around the driving sprocket wheel wheels 
22b and the follower sprocket wheel wheels 25b. Simi- 55 
larly, the second group chain loops 21a and 21b are 
looped around the driving sprocket wheel wheels 25c 
and the follower sprocket wheel wheels 22c and around 



the driving sprocket wheel wheels 25d and the follower 
sprocket wheels 22d. The first and second driving 
shafts 24 and 26 are coupled to the rotating shafts of the 
first and second stepping motors 8a and 8b via respec- 
tive timing belts. 

[0050] As shown in FIGURE 1 , each fin 5 is formed of 
a metal plate having an L-shaped cross-section and 
forms a pack receiving space 6 (6-1 , 6'-1) with adjacent 
fins 5 as previously described. The length of each pack 
receiving space 6 along the direction of travel of the 
conveyor system 58 is slightly larger than the thickness 
of each pack 1 so that a pack 1 can be held erect with 
some spacing left between adjacent fins 5. The fins 5 
extend radially in the loading station 43 at the inlet end 
of the alignment conveyor system 58 so that pack inlet 
openings 23 are formed between adjacent ones of the 
fins 5. Each of packs 1 fed from the input conveyor 4 
slides into one of the openings 23. 
[0051 ] Packs 1 are conveyed with their bottom facing 
forward on the input conveyor 4 so that they can stand 
erect with their bottoms down in the pack receiving 
spaces 6. 

[0052] The number of the fins 5 in each set is six so 
that five packs, which the pusher plate 1 1 can push out 
of the alignment conveyor system 58 at a time, can be 
held. 

[0053] Next, the electrical circuit of the boxing system 
is described with reference to FIGURE 15. 
[0054] The boxing system includes a controller or 
CPU 27. The CPU 27 executes various arithmetic oper- 
ations in accordance with programs stored in a memory 
28 to drive the first and second stepping motors 8a and 
8b, a third stepping motor 8c for operating the pusher 
plate 1 1 , and other driving units. 
[0055] A setting display unit 30 is connected to the 
controller (CPU) 27. and is used to set, for example, the 
speeds of the chain loops 18a. 18b. 21a and 21b and, 
hence the fins 5 and 5* when packs 1 are received in the 
pack receiving spaces 6 and 6' from the input conveyor 
4 at the loading station 43. and the speeds of the fins 5 
and 5' moving between the loading station 43 and the 
unloading station 19. The unit 30 is also used to set 
operation timings in various processing steps, and other 
settings. Such settings may be displayed by the display 
unit 30. 

[0056] The speed at which the fins 5 and 5' are moved 
from the loading or unloading station 43 or 19 to the 
unloading or loading station 19 or 43 is higher than the 
speed at which they move when the pack receiving 
spaces 6. 6' receive packs 1 fed by the input conveyor 4. 
It should be noted that since, in the illustrated example, 
the fins 5, 5' are moved intermittently, the speed of the 
fins 5. 5* when packs 1 are placed in the pack receiving 
spaces 6. 6' is the average speed. 
[0057] The CPU 27 operates to cause one of the first 
and second groups of fins 5 and 5' to intermittently 
move so that the pack receiving spaces 6 or 6* can 
receive packs 1 properly from the input conveyor 4 (FIG- 
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URE 14(a)). At the same time, the CPU 27 causes the 
other of the first and second groups of fins 5 and 5' to 
stop or move at such a low speed as to be unloaded at 
the unloading station 19 while packs 1 in the pack 
receiving spaces 6 or 6' are pushed out of the conveyor 5 
system 58 by the pusher plate 1 1 (FIGURE 14(b)). 
[0058] The CPU 27 can be also arranged to operate 
in accordance with programs stored in the memory 28 
to cause one set of fins (5-2 in the example shown in 
FIGURE 1 ) of one of the first and second fin groups 5-1 . 10 
5-2 and 5'-1 . 5-2 to stand by at a location immediately 
before the loading station, while one set of fins (5-1 in 
the illustrated example) of the other fin group are in the 
loading station 43 for loading the pack receiving spaces 
(6'-1) with packs 1 . The CPU 27 may also be arranged is 
to operate to cause the other, loaded fin set (5-1) of the 
one fin group to stand by immediately before the 
unloading station 19, while the one fin set (5'-1) of the 
other fin group are being loaded with packs 1. Both or 
either one of the described standby operations may be 20 
employed. 

[0059] To realize it, the length of the chain loops 18a, 
18b. 21a and 21b of the alignment conveyor system 58 
is such that after, for example, the first fin set (5-1 ) of the 
first group is unloaded, the second fin set (5-2) of the 25 
first group can be in the standby position indicated in 
phantom before the loading station 43, and that the 
loaded first fin set (5M) can be in the stancfoy position 
indicated by phantom before the unloading station 19. It 
should be note that in FIGURES 14(a)-14(e), the con- 30 
veyor system 58 is shown schematically, and. therefore, 
the length of the chain loops are shown shorter for sim- 
plicity of explanation. 

[0060] Also, connected to the CPU (controller) 27 are 
an unloading station sensor 31, the article sensor 20 3s 
and a pusher sensor 42, which will be described later. 
Also, pulse generators 32a. 32b and 32c are connected 
to and controlled by the CPU 27 to provide pulses to be 
applied to drivers 39a, 39b and 39c, respectively, for 
driving the stepping motors 8a. 8b and 8c. Also, other 40 
sensors and drivers are connected to the CPU for con- 
trolling various units of the boxing system. 
[0061] The unloading station sensor 31 senses a set 
of fins 5 with a predetermined number, e.g. five, of 
packs 1 received in the associated spaces 6 when they 45 
arrived at the unloading station 19. and make the 
sensed fin set stop at the unloading station 19. 
[0062] The article sensor 20 senses a pack 1 when it 
is received in one pack receiving space 6 from the input 
conveyor 4 as shown in FIGURE 1, and produces a so 
pack representative signal in response to which the 
chain loops are driven to bring the next pack receiving 
space 6 to the loading position. 
[0063] The pusher sensor 42 senses the pusher plate 
1 1 when it is in its original position as shown in FIGURE ss 
14(b). When the pusher plate 1 1 in the original position 
is sensed, the packs 1 in the pack receiving spaces 6 in 
the unloading station can be unloaded. 



[0064] The pulse generators 32a, 32b and 32c gener- 
ate the numbers of pulses as instructed by the controller 
27 and supply the generated pulses to the drivers 39a, 
39b and 39c, respectively. The drivers 39a, 39b and 39c 
drive the respective stepping motors 8a, 8b and 8c to 
rotate by angles as determined by the numbers of 
pulses applied to the associated drivers 39a, 39b and 
39c, respectively. 

[0065] The operation of the alignment conveyor sys- 
tem 58 of the boxing system with the above-described 
arrangement is now described with reference to the flow 
chart shown in FIGURE 16. When one fin set moves to 
the loading station 43. the CPU 27 makes a judgment 
as to whether a pack 1 is put into the first or leading one 
of the pack receiving spaces 6 (Step S100). If a pack 1 
is in the first space 6. the stepping motor 8a or 8b asso- 
ciated with that fin set is driven to forward the fin set by 
one pitch, i.e. by such an amount that the next or sec- 
ond space 6 comes to the loading position where a next 
pack 1 is put into the second space 6 (Step S102). Each 
time a pack receiving space 6 is loaded with a pack 1 . 
the CPU 27 makes a judgment as to whether or not all 
of a predetermined number, five in the illustrated exam- 
ple, of spaces 6 have been loaded with packs 1 (Step 
S104). If the judgment is negative, Step S100 and Step 
SI 02 are repeated until all the spaces 6 are loaded with 
packs 1 . When it is judged that all of the five spaces 6 
have been filled with packs 1 , the fin set is moved to the 
unloading station 19 where packs 1 in the spaces 6 are 
to be taken out (Step S106). In this case, the speed of 
the fin set moving from the loading station 43 to the 
unloading station 19 is higher than the speed of the fin 
set when they move in the loading station 43. In the 
unloading station 19, the respective packs 1 in the 
spaces 6 are pushed out of the alignment conveyor sys- 
tem 58 by the pusher plate 1 1 . Then, the fin set is inter- 
mittently driven to move in such a manner as to stop at 
a plurality of preset positions (Step S108). After that, the 
fin set is moved to the loading station 43 at a higher 
speed than it is moved in the loading station 43. It is 
arranged such that the fin sets do not interfere or con- 
tact with the preceding fin set. 

[0066] Since the speed of the fins 5 travelling between 
the loading station 43 and the unloading station 19 is 
higher than the speed in the loading station 43, the 
traveling time can be reduced, which results in reduction 
of time required for loading and unloading of the align- 
ment conveyor system with packs 1 . Thus, accorcfing to 
the present invention, the eff iciency of the boxing sys- 
tem can be improved. 

[0067] Since the first and second fin groups are driven 
independently, packs conveyed by one fin set of one of 
the two fin groups can be taken off at the unloading sta- 
tion 19 where they are stopping or moving at a low 
speed, while the fins 5 of a fin set of the other group are 
in the loading station 43 where they are intermittently 
moved for receiving packs in the respective pack receiv- 
ing spaces 6 at a predetermined speed. 
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[0068] Thus, it is not necessary to delay loading or 
unloading one fin group until other fin group has been 
unloaded or loaded, which results in reduction of the 
time required for one cycle of the loading and unloading 
of the alignment conveyor system 58. 5 
[0069] As described previously, one fin set of one fin 
group shown in phantom in FIGURE 1 . which have been 
unloaded, can stand by for the loading at the standby 
position immediately before the loading station 43, and 
a fin set of one fin group shown in phantom in FIGURE 10 
1, which are carrying packs 1, can stand by for the 
unloading at the standby position immediately before 
the unloading station, while a fin set of the other fin 
group are being loaded with packs 1 . 
[0070] Thus, with the above-described arrangement, is 
the loading and unloading of the alignment conveyor 
system 58 can be done continuously, which results in 
improvement of the efficiency of the boxing system 
[0071] Next, referring to FIGURES 2, 6(a)-6(c) and 
7(a)-7(f), an arrangement 44 for mounting the fins 5 to 20 
the chain loops 18a. 18b. 21a and 21b is described. 
[0072] The fin-mounting arrangement 44 is for detach- 
ably mounting the fins 5 to fin-mounting fittings 33 which 
are fixed to the first group chain loops 18a and 18b and 
the second group chain loops 21a and 21b. Each fitting 25 
33 fixed to one of the first group chain loops 18a and 
18b face one of the fittings 33 fixed to the other of the 
first group chain loops to form a pair for mounting one 
fin 5. Similarly, each fitting 33 fixed to one of the second 
group chain loops 21a and 21b face one of the fittings 30 
33 fixed to the other of the second group chain loops to 
form a pair for mounting one fin 5'. In the illustrated 
example, twenty-one pairs of fin-mounting fittings 33 are 
used for each of the first and second fin groups. 
[0073] Since all of the fins 5 are mounted to the chain 35 
loops in the same manner, the fin-mounting arrange- 
ment 44 is described only for one fin 5 for simplicity of 
explanation. 

[0074] As shown in FIGURES 6(a)-6(c) and 7(a)-7(f). 
each of a pair of fin-mounting fittings 33 fixed to the ao 
respective ones of the chain loops 18a and 18b has a 
through-hole 45. Each fin 5 includes a partition 5a and 
a base 5b. 

[0075] A retainer 46 is attached to the fin 5 on each of 
the opposing sides thereof. 45 
[0076] Each fin-mounting fitting 33 is a generally rec- 
tangular plate and fixed to one of the chain loops 18a 
and 18b by means of a coupling member 49. 
[0077] Each of the through-holes 45 has a generally 
round wider opening 47 and a generally elliptic narrow so 
opening 48, which are joined together. 
[0078] Each of the retainer 46 is disc-shaped and is 
secured by a nut 51 to the bottom end of each of a pair 
of shanks 50, which are spaced from each other and 
extend downward from the base 5b of the fin 5. The 55 
outer diameter of the retainer 46 is smaller than the 
inner diameter of the wider opening 41 of the through- 
hole 45. but it is larger than the inner diameter of the 



narrow opening 48. Accordingly, when the retainer 46 is 
inserted into the wider opening 47 of the through -hole 
45 and moved to the narrow opening 48, the upper sur- 
face of the retainer 46 can contact the bottom surface of 
the periphery 48a of the narrow opening 48. 
[0079] Each shank 50 is disposed to extend through a 
bore through a shorter cylindrical member 52. The cylin- 
drical member 52 supports a larger diameter flange 52a 
joined to the bottom end thereof. The cylindrical mem- 
ber 52 and the flange 52a are movable together along 
the length of the shank 50. 

[0080] A coil spring 53 is mounted on the member 52. 
The bottom end of the coil spring 53 is in contact with 
the flange 52a so as to press the flange 52a against the 
retainer 46 (FIGURE 6(a)). FIGURE 6(b) shows the 
cylindrical member 52 with the flange 52a slid upward 
against the spring force of the coil spring 53. 
[0081 ] The retainer 46. the shank 50. the nut 51 , the 
cylindrical member 52, the flange 52a and the coil 
spring 53 form a mounting device 59 on the fin side. 
[0082] As shown in FIGURES 6(a) and 7(a), a short 
columnar detent 54 projects downward from the bottom 
end of one of a pair of fin-mounting fittings 33. The 
detent 54 is on the right-hand side fitting 33 in the exam- 
ple shown in FIGURES 6(a) and 7(a). The detent 54 is 
engaged by the retainer 46, which is pressed by the 
spring 53 against the bottom surface of the periphery 
48a of the narrow through-hole portion 48, as shown in 
FIGURES 7(e) and 7(d). so that the retainer 46 cannot 
move into the wider opening 47, whereby the fin 5 does 
not slip off from the pair of fin-mounting fittings 33. 
When the retainer 46 is in engagement with the detent 
54, the shank 50 is in contact with the inner periphery of 
the narrow opening 48 of the through-hole 45. Thus, the 
detent 54 acts also to position the fin 5 with respect to 
the pair of f ittings 33. 

[0083] With the above-described arrangement of the 
fin-mounting arrangement 44, the fins 5 can be detach- 
ably mounted on respective pairs of fin-mounting fittings 
33. For mounting a fin 5 to a pair of fittings 33, the fin 5 
is placed with the free edge of the base 5b of the L- 
shaped fin facing forward. Then, as shown in FIGURES 
7(a) and 7(b). a pair of retainers 46 of the fin 5 are 
forced into the wider openings 47 of the through-holes 
45 in the respective fittings 33 against the force of the 
springs 53. As the fin is pressed down, the lower sur- 
faces of the flanges 52a abut against the upper surfaces 
of the peripheries of the respective wider openings 47. 
and, therefore, the fin 5 receives a force tending to lift it 
upward. After that, as shown in FIGURES 7(c) and 7(d). 
the fin 5. being pressed down with the retainers 46 
placed in the wider openings 47. is moved rightward (in 
FIGURES 7(c) and 7(d)) until the shanks 50 contact the 
right portion of the inner peripheries of the respective 
narrower portions 48. Since the fin 5 is pressed down- 
ward, the retainer 46 on the right side portion of the fin 
5 can move over the detent 54. Then, the force to press 
down the fin 5 is removed so that the retainers 46 are 
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pressed against the bottom surface of the portion of the 
fittings 33 around the peripheries 48a of the narrower 
portions 48 by the springs 53. In these positions, the 
retainers 46 are prevented from moving into the wider 
openings 47 by the detent 54. and. therefore, the fin 5 
does not come off from the fin-mounting fittings 33. 
[0084] For dismounting the fin 5 from the fin-mounting 
fittings 33, the abovedescribed procedures are followed 
in the opposite direction. Specifically, the fin 5 is 
pressed downward against the spring force given by the 
springs 53 so that the retainers 46 are removed from the 
bottom surfaces of the peripheries 48a of the narrower 
portions 48 of the through-holes 45. With the retainers 
46 kept off from the bottom surfaces of the fittings 33. 
the fin 5 is moved leftward into the wider openings 47. 
Since the right retainer 47 is off the bottom surface of 
the right fitting 33. it can move over or below the detent 
54. In this position, the fin 5 can be removed from the 
fin-mounting fittings 33. by pulling the retainers 46 off 
from the wider openings 47 of the respective through- 
holes 45. 

[0085] For accommodating packs 1 of a different thick- 
ness, the width of the pack receiving spaces 6. i.e. the 
dimension of the spaces 6 in the traveling direction of 
the fins 5, must be changed, which requires to change 
the locations where the respective fins 5 are mounted to 
the alignment conveyor system 58. As is understood 
from the above-description, with the fin-mounting 
arrangement 44 of the present invention, such change 
in location of the fins 5 can be done easily without resort 
to any tools, and the fins, after such changes in location, 
can be held in place by the detents 54 during the oper- 
ation of the conveyor system 58. Also, it is easy to add 
or reduce the number of the fins 5 attached to the align- 
ment conveyor system 58. which would be required for 
accommodating a different number of packs to be put in 
a box. 

Pusher Plate 1 1 and Arrangement for Operating h 

[0086] As best shown, for example, in FIGURES 3-5 
and 14(b), the pusher plate 1 1 formed of metal includes 
a number of slits 12 therein for avoiding interference 
with the fins 5. Accordingly, for different numbers of the 
fins 5 in each fin set and for different widths of the 
spaces 6. different pusher plates 11 should be pre- 
pared. 

[0087] The pusher plate 11 is driven by the linear 
driver 55. In FIGURE 5. the side elevation of the linear 
driver 55 is shown. The linear driver 55 is mounted on a _ 
frame 37 of the boxing system and includes a recipro- 
cating table 56. which moves on rails (not shown) along 
a path extending in parallel with the conveyor surface of 
the alignment conveyer system 58 and transverse to the 
traveling direction 57 of the alignment conveyor system 
58. The reciprocating table 56 is adapted to move along 
the path over a distance of S1 shown in FIGURES 3 and 
5. The pusher plate 1 1 is fixed to the reciprocating table 



56 for movement with the table 56. 
[0088] The movement of the pusher plate 11 by the 
distance S1 from the original position shown in FIGURE 
5 across the conveyor system 58 makes five packs 1 
5 aligned on the alignment conveyor system 58 are 
pushed to the position between the front and rear hold- 
ing plates 9-1 and 9-2. 

[0089] The reciprocating table 56 is driven by a third 
stepping motor 8c. which, in turn, is controlled by the 
io CPU 27. Thus, the operation of the pusher plate 1 1 is 
controlled by the CPU 27. 

[0090] Being controlled by the CPU 27. the pusher 
plate 11 moves along a predetermined substantially 
horizontal path extending above and across the chain 

is loops 18a. 18b, 21a and 21b of the alignment conveyor 
system 58 from the original position beside the con- 
veyor system 58, when one of the four sets of fins 5 is in 
the unloading position 19, as shown in FIGURE 14(b). 
As a result five packs 1 held in the spaces 6 between 

20 adjacent fins 5 are pushed onto the position on the 
gates 7 between the front and rear holding plates 9-1 
and 9-2. The pusher plate 1 1 is arranged to return to its 
original position, moving along the predetermined path 
in the opposite direction, without interfering with the 

25 unloaded fins 5. 

Pack Holding Arrangement 

[0091] As shown in FIGURE 14(f), the five packs 1 
30 pushed by the pusher plate 1 1 and aligned on the gates 
7 are held in place by the stop plate 34, the front and 
rear holding plates 9-1 and 9-2, and the side holding 
plate 35. The front and rear holding plates 9-1 and 9-2 
and the side holding plate 35 are driven by a pack hdd- 
35 ing arrangement. The pack holding arrangement 
includes the front and rear holding plate drivers 16-1 
and 16-2 and the side holding plate driving arrangement 
107 shown in FIGURE 3. 

[0092] As previously described, the front and rear 

40 holding plate drivers 16-1 and 16-2 drive the front and 
rear holding plates 9-1 and 9-2 toward and away from 
each other, respectively. Since the two drivers 16-1 and 
16-2 have the same arrangement, only one of them is 
described. Accordingly, in this specification, the refer- 

45 ence numeral "16" used alone denotes generally the 
holding plate drivers 16-1 and 16-2, and. similarly, the 
reference numeral "9" used alone denotes generally the 
front and rear holding plates 9-1 and 9-2. 
[0093] The driver 16 includes, as shown in FIGURES 

so 8(a) and 8(b), a holding plate linear driver 63 for recipro- 
cally moving the holding plate 9, a force detector 64 for 
measuring the force by which the plate 9 presses the 
row of packs 1, and plate stopping means for stopping 
the holding plate 9 provided by the control of the CPU 

55 27 as represented by Steps S214 and S216 in the flow 
chart shown in FIGURES 17(a) and 17(b) which will be 
described later. 

[0094] The holding plate linear driver 63 includes a 
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timing belt 65 as shown in FIGURE 8(a). A table 66 is 
connected to the timing belt 65 and is reciprocally mov- 
able on a linear guide rail 67. The timing belt 65 is 
looped around a follower timing pulley 68a and a driving 
timing pulley 68b secured to a rotary shaft of a fourth 5 
stepping motor 8d. The fourth stepping motor 8d when 
rotating in forward and reverse directions reciprocally 
moves the table 66. With the reciprocal motion of the 
table 66, the holding plate 9 moves back and forth. The 
fourth stepping motor 8d. the linear guide rail 67, the fol- J0 
lower timing pulley 68a and the driving timing pulley 68b 
are secured to the frame 37. 

[0095] It should be noted, however, in place of the tim- 
ing belt type linear driver 63. any other suitable driving 
arrangement may be used to drive the holding plate 9. 15 
[0096] The force detector 64 includes, as shown in 
FIGURES 8(a) and 8(b), a pair of springs 69 and a 
pressing force sensor 70. When the plate 9 abuts and 
presses against the front or rear end pack 1 aligned on 
the gates 7 as it is driven forward by the driver 63. the 20 
springs 69 are compressed. The pressing force sensor 
70 detects when the springs 69 are compressed to a 
predetermined length, which means a predetermined 
force is applied to the pack 1 . Then, the sensor 70 pro- 
duces a detection signal and applies it to the controller 25 
(CPU) 27. 

[0097] As shown in FIGURES 8(a) and 8(b). two par- 
allel support rods 71 are coupled to the back surface of 
the holding plate 9 and are supported by bearings 72 so 
as to axially slide therein. The bearings 72 are secured 30 
to an L-shaped member 73. which, in turn, is coupled to 
the reciprocating table 66 by a sliding shaft 74. The 
shaft 74 is slidably supported by a bearing 105. The 
springs 69 are mounted over the respective support 
rods 71 and bias the holding plate 9 toward the packs 1 35 
on the gates 7. 

[0098] Stoppers 1 5 are provided at the proximal ends 
of the two support rods 71 opposite to the holding plate 
9. for preventing the rods 71 from slipping off from the 
bearings 72. The force sensor 70 is secured to one, the 40 
upper one in the example shown in FIGURE 8(a). of the 
stoppers 1 5 or the proximal ends of the support rod 71 . 
The force sensor 70 includes a photosensor, which gen- 
erates a signal when light incident on it is blocked by a 
shield 76. The signal generated by the force sensor 70 45 
is applied to the CPU 27, which causes the rotation of 
the fourth stepping motor 8d and, hence, the movement 
of the holding plate 9 to stop. 

[0099] The shield 76 is attached to the horizontal por- 
tion of the L-shaped member 73 by means of a position so 
adjusting arrangement 77 so as to be adjustable in posi- 
tion. The position adjusting arrangement 77 includes a 
guide shaft 78 secured to the L-shaped member 73 in 
parallel with the shaft 74. and a bolt 79a and a nut 79b 
for fixing the shield 76 to the L-shaped member 73 by 55 
fastening the nut 79b. 

[01 00] The position of the shield 76 relative to the qui- 
escent or original position of the sensor 70 shown in 



FIGURE 8(a) can be changed by unfastening the nut 
79b and moving the shield 76 on the guide shaft 78. 
After the shield 76 is brought to a desired position, the 
nut 79b is fastened. 

[01 01 ] In operation of the front and rear holding plate 
drivers 16-1 and 16-2, when packs 1 are pushed out 
from the alignment conveyor system 58 onto the gates 7 
as shown in FIGURE 14(d), the fourth stepping motor 
8d and a fifth stepping motor 8e, which drives the rear 
holding plate driver 16-2, are rotated in the forward 
direction to drive the front and rear holding plates 9-1 
and 9-2 forward, i.e. toward each other. The forward 
rotation of the stepping motors 8d and 8e continues for 
a while after the plates 9-1 and 9-2 are brought into con- 
tact with the opposite ends of the row of packs 1 . i.e. the 
front end pack and the rear end pack, on the gates 7. It 
causes the respective L-shaped members 73 coupled 
to the reciprocating tables 66 to compress the respec- 
tive springs 69. so that the distances between the L- 
shaped members 73 and the associated holding plates 
9-1 and 9-2 decrease. Then, the holding plates 9-1 and 
9-2 press a predetermined number, five in the illustrated 
example, of aligned packs 1 with a preset force by virtue 
of the compressed springs 69. The position of the 
shields 76 relative to the force sensors 70 is such that 
the shields 76 block the sensors 70 from incident light 
when the springs 69 are compressed to give the preset 
force to the holding plates 9-1 and 9-2. The force sen- 
sors 70. when shielded, produce the sensor signals 
which cause the fourth and fifth stepping motors 8d and 
Be to be stopped. In this way. the front and rear holding 
plates 9-1 and 9-2 can hold a predetermined number of 
aligned packs on the gates 7 with a preset force. The 
CPU 27 detects this fact and proceeds to the next step. 
[01 02] With the above-described arrangement, packs 
1 are not crushed even when the length of the row of 
aligned packs 1 is relatively large. Also, even when the 
length of the rows of aligned packs 1 is relatively short, 
packs 1 will not slip off from between the holding plates 
9-1 and 9-2 since an appropriate force is given to them. 
[0103] Sometimes, packs 1 are filled with gas, e.g. 
inert gas. which results in variations in thickness among 
packs 1 . The above-described holding arrangement can 
reliably hold a row of such packs with an appropriate 
force by the holding plates 9-1 and 9-2. 
[0104] The maximum amount of feed, X1 , by which 
the holding plates 9-1 and 9-2 are fed forward, can be 
preset through the setting display unit 30 connected to 
the controller (CPU) 27 (FIGURE 15). The maximum 
amount of feed is such an amount that even when the 
holding plate linear driver 63 forwards tables 66 by that 
amount, the sensors 70 are not shielded by the shields 
76 if the number of packs 1 on the gates 7 is smaller 
than the predetermined number. Whether the tables 66 
have been fed by the maximum amount or not can be 
determined by measuring the angle of rotation of the 
stepping motor 8d and/or the stepping motor 8e. or 
counting the number of pulses supplied to the stepping 
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motors. The CPU 27 is arranged to cause the fourth and 
fifth stepping motors 8d and 8e to stop when the tables 
66 and, hence, the plates 9-1 and 9-2 are forwarded by 
the maximum amount X1 . The CPU 27, then, may acti- 
vate an alarm (not shown) to notify an operator that a 5 
smaller number of packs 1 have been, supplied onto the 
gates 7 and may stop the operation of the boxing sys- 
tem. 

[0105] As shown in FIGURES 10 (a) and 10(b), the 
side holding plate driving arrangement 107 operates to 10 
hold the lateral sides of the row of aligned packs 1 of 
which the front and rear end are held by the front and 
rear holding plates 9-1 and 9-2. The lateral sides are 
held by the side holding plate 35 and the stop plate 34. 
The stop plate 34 is secured to the frame 37. and the 15 
side holding plate 35 is driven to swing by a sixth step- 
ping motor 81 

[0106] The side holding plate 35 is rectangular in 
shape and secured to a shaft 81 by a mounting plate 80 
as shown in FIGURE 10(a). The shaft 81 is rotatably 20 
supported by bearings 82 at its opposite ends. The 
bearings 82 are secured to a base 83. The sixth step- 
ping motor 8f is mounted on the upper surface of the 
base 83 for swinging the side holding plate 35 about the 
shaft 81. A driving pulley 84 is mounted on the rotary 25 
shaft of the motor 8f. and a follower pulley 85 is fixed to 
the shaft 81 . A timing belt 86 is looped around the drive 
and follower pulleys 84 and 85. 
[0107] As shown in FIGURE 10(b), a swing position 
sensor 87 is disposed on the base 83, which senses the 30 
original position of the side holding plate 35. The swing 
position sensor 87 senses a slit 88a in a disc plate 88 
fixed to the shaft 81 to sense the original position of the 
side holding plate 35. The original position of the side 
holding plate 35 is indicated in phantom in FIGURE 35 
10(b), which is substantially a horizontal position. When 
the side holding plate 35 is driven to swing to the vertical 
position indicated by solid lines, it can hold, together 
with the stop plate 34, the lateral sides of packs 1 on the 
gates 7 40 
[01 08] The side holding plate driving arrangement 1 07 
is fixed to the frame 37 by securing the base 83 to rods 
89 that are secured to the frame 37 as shown in FIG- 
URE 5. FIGURE 10(c) is a plan view of the side holding 
plate driving arrangement 1 07. 45 
[0109] When five packs on the alignment conveyor 
system 58 are pushed to the gates 7 and aligned on 
them by the pusher plate 1 1 , the side holding plate 35 in 
the horizontal position (FIGURE 14(e)) is driven to 
swing to the vertical position (FIGURE 14(f)) to thereby so 
laterally hold the sides of the five packs in a row on the 
gates 7 between the plates 35 and 34. The swinging of 
the plate 35 to the vertical position can also align the 
sides of the respective packs 1 . After the lateral sides of 
packs 1 are held by the side holding plate 35 and the 55 
stop plate 34, the front and rear ends of the row of the 
packs 1 are held between the front and rear holding 
plates 9-1 and 9-2. Thus, packs 1 on the gates 7 can be 



put into the box 2 without their edges and corners being 
caught by the flaps 2a and/or upper edges of the sides 
of the box 2. Thus, packs 1 can be placed neat in the 
box 2. 

[0110] With the above-described pack holding 
arrangement, even when the length of the row of 
aligned packs 1 is long or the total weight of aligned 
packs 1 is heavy, packs 1 can be reliably held between 
the pack holding plates 9-1, 9-2 and 35 and the stop 
plate 34 with such a small force that will not damage 
packs 1 , so that a number of packs can be reliably and 
neatly put into the box 2. 

[0111] Next, the pack guide 90 shown in FIGURES 
14(g)-14(i) is described. The pack guide 90 facilitates 
the putting of packs 1 . held by the holding plates 9-1 . 9- 
2 and 35 and the stop plate 34. into the box 2 by the 
stuffing plate 13. As shown in FIGURE 14(g), the pack 
guide 90 is disposed horizontally below the gates 7 and 
above the upper edges of the flaps 2a of the box 2. 
[01 1 2] The guide 90 is shown in greater detail in FIG- 
URES 11, 12(a) and 12(b). The pack guide 90 includes 
a guide frame 91. four guide plates 97 and coil springs 
(not shown) attached to the respective ones of the guide 
plates 97. 

[01 13] The guide frame 91 is a rigid metal frame and 
is formed by four trapezoidal planar plates 91 a, 91 b. 91 c 
and 91d jointed together to form a rectangular funnel as 
shown in FIGURE 1 1 . The guide frame 91 has a rectan- 
gular outlet port 92b (FIGURE 12(a)) which is substan- 
tially the same size as the inlet opening of the box 2, 
and has a rectangular inlet port 92a larger than the out- 
let port 92b, which facilitates the putting of the packs 1 
held by the holding plates 9-1 and 9-2 into the guide 90. 
[01 14] The four guide plates 97 are hinged by respec- 
tive shafts 99 and biased by the respective coil springs 
to assume the innermost positions (FIGURE 12(a)) in 
which they extend diagonally downward from the lower 
ends of the plates 91a-91d in the planes in which the 
plates 91a-91d lie. The lower edges of the plates 91a- 
91d form the outlet port edges 101a-1 01 -d of the funnel- 
shaped guide frame 91 . The four guide plates 97 cannot 
swing inward of the innermost positions, but they can 
swing outward by about 90°. FIGURE 12(b) shows one 
of the four guide plates 97 pushed outward by packs 1 . 
In this position, the four guide plates 97 press the packs 
1 inward. The rectangular outlet port 94 defined by the 
four guide plates 97 is slightly smaller than the opening 
of the box 2 so that the upper edges of the four substan- 
tially upright flaps 2a of the box 2 can be outside the four 
guide plates 97, as shown in FIGURE 12(a). 
[0115] As shown in FIGURES 11, 12(a) and 12(b), 
support plates 93a and 93c are attached to the outer 
surfaces of the plates 91 a and 91c and are provided 
with mounting members 95, which are used to secure 
the pack guide 90 to the frame 37. 
[01 1 6] The aligned packs 1 held by the holding plates 
9-1 and 9-2 are pushed into the relatively large inlet port 
92a of the pack guide 90 by the stuffing plate 13, as 
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shown in FIGURE 13. The stuffing plate 13 pushes the 
packs 1 further down into the box 2 below the pack 
guide 90 through the relatively small outlet port 94 of the 
guide 90. When the packs 1 pass through the outlet port 
94, they push the four guide plates 97 outward, as 5 
shown in FIGURE 12(b), so that the row of the packs 1 
are pressed inward by the recovery force of the plates 
97 given by the coil springs. 

[01 1 7] Because of the funnel shape of the pack guide 
90. edges, such as heat-sealed portions, and corners of 10 
packs 1 do not contact the upper edges of the box 2, 
and, therefore, packs 1 can be put into the box 2 without 
leaving empty spaces. 

[01 18] Also, since the guide plates 97 can swing out- 
ward or inward to an extent for accommodating various is 
sizes of aligned packs 1 , packs 1 of various sizes can be 
put into a box 2 without being caught by the upper 
edges of the box 2. This makes it possible to use boxes 
2 of smaller sizes than conventionally used ones, which, 
in turn, makes it possible to use a smaller area for stor- 20 
ing the packed boxes 2. 

[0119] Further, as shown in FIGURE 13, the upper 
edges of the four flaps 2a of the box 2 when it is lifted to 
a position beneath the guide 90 are pressed outward by 
being guided along the outer surfaces of the corre- 25 
spending guide plates 97. Thus, packs 1 do not contact 
the upper edges of the flaps 2a when they are put into 
the box and, therefore, are not damaged. 
[0120] In accordance with programs stored in the 
memory 28, the controller (CPU) 27 controls the opera- 30 
tion of the fourth and fifth stepping motors 8d and 8e 
which reciprocally move the front and rear holding 
plates 9-1 and 9-2, and the sixth stepping motor 8f 
which drives the side holding plate 35 to swing. 
[01 21 ] The number of packs 1 to be pushed out from 35 
the alignment conveyor system 58 can be set through 
the setting display unit 30 connected to the CPU 27. 
The setting display unit 30 is also used for setting timing 
for operating various drivers including the above- 
described ones as well as quantities of such operations. 40 
[0122] The pressing force sensors 70, the swing posi- 
tion sensor 87. and pulse generators 32d. 32e and 32f 
are also connected to the CPU 27. The pulse genera- 
tors 32d, 32e and 32f generate pulses to be applied to 
drivers 39d, 39e and 39f. The stepping motors 8d. 8e 45 
and 8f are driven to rotate by the angles as determined 
by the numbers of pulses supplied to the associated 
drivers 39d, 39e and 39f from the respective pulse gen- 
erators 32d. 32e and 32f in accordance with commands 
from the CPU 27. so 
[0123] The operation of the above-described pack 
holding arrangement is described with reference to the 
flow chart shown in FIGURES 17(a) and 17(b). The 
processing shown in FIGURES 17(a) and 17(b) is exe- 
cuted by the CPU 27 in accordance with the programs ss 
stored in the memory 28. 

[0124] First, a predetermined number, five in the illus- 
trated example, of packs 1 are supplied to a set of fins 5 



of the alignment conveyor system 58. In Step S200, 
whether or not the fin set with packs 1 is in the unload- 
ing station 19 shown in FIGURE 14(b) is judged. If it is 
(i.e. the answer is YES), the pusher plate 1 1 is driven 
forward (Step S202), so that the five packs 1 held by the 
fins 5 are pushed onto the gates 7. Whether the pusher 
plate 1 1 has returned to the original position or not is 
then judged (Step S204). and, if it has returned to the 
original position, a judgment is made as to whether or 
not the pusher plate 1 1 has pushed five packs 1 a pre- 
determined number of times, once in the example illus- 
trated in FIGURES 14(a) through 14(j) (Step S206). 
[0125] If two rows of packs 1 are to be put in a box 2. 
as in the case shown in FIGURES 25(a)-25(d). the 
pusher plate 11 operates successively twice in one 
operating cycle to push out five packs 1 twice. 
[0126] A judgment is made as to whether or not the 
pusher plate 1 1 has been in a predetermined position in 
the return path to the original position (Step S208). If the 
pusher plate 11 is in the predetermined intermediate 
position, the sixth stepping motor 8f is driven to move 
the side holding plate 35 in the horizontal position 
shown in FIGURE 1 4(e) to the vertical position shown in 
FIGURE 14(f) (Step S210). Thus, the five packs 1 are 
aligned on the gates 7 and held between the side hold- 
ing plate 35 and the stop plate 34. 
[0127] The side holding plate 35 is moved from the 
horizontal position to the vertical position after the 
pusher plate 11 is in the predetermined intermediate 
position in order to avoid collision of the pusher plate 11 
returning to its original position with the side holding 
plate 35 swinging toward the vertical position. 
[0128] Then, the fourth and fifth stepping motors 8d 
and 8e are driven to move the front and rear holding 
plates 9-1 and 9-2 by the preset maximum amount X1 
(Step S212). Whether the force sensors 70 have been 
blocked by the shields 76 and generated the represent- 
ative signal, is judged (Step S214). If the force sensors 
70 have generated the respective signals, the fourth 
and fifth stepping motors 8d and 8e are stopped to 
thereby stop the plates 9-1 and 9-2 from being for- 
warded further (Step S216). Thus, the five packs on the 
gates 7 are held between the front and rear holding 
plates 9-1 and 9-2 by an appropriate force. 
[0129] If the force sensors 70 are judged not to have 
generated the representative signals, a judgment is 
made in Step S218 as to whether the fourth and fifth 
stepping motors 8d and 8e have operated to forward the 
the table 66 (FIGURE 8(a)) by the preset amount X1 . If 
the determination in Step S218 is YES. i.e. if the fourth 
and fifth stepping motors 8d and 8e have forwarded the 
respective holding plates 9-1 and 9-2 by X1, the step- 
ping motors 8d and 8e and. hence, the holding plates 9- 
1 and 9-2 are stopped (Step S220). Then, the boxing 
system is stopped operating, and an alarm signal is 
generated (Step S222). This situation indicates that the 
number of packs 1 on the gates 7 is less than the prede- 
termined number, or the total thickness of the packs 1 
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on the gates 7 has been reduced due to. for example, 
breakage in one or more packs. 
[01 30] An operator should press an acknowledgment 
switch on the setting display unit 30 (Step S224), which 
results in the returning of the side holding plate 35 to the s 
horizontal position (Step S226). The operator then 
takes steps to place the boxing system in the proper 
operating condition, by ,for example, removing the 
packs 1 on the gates 7 and placing a predetermined 
number of new packs 1 between the front and rear hold- 10 
ing plates 9-1 and 9-2 on the gates 7 manually or by any 
appropriate means (Step S228), and press the acknowl- 
edgment switch again (Step 3230). This causes the side 
holding plate 35 to swing to the vertical position to hold 
the new packs 1 on the gates 7 (Step S232). is 
[01 31 ] After Step S21 6 or Step S232, the gates 7 are 
opened (Step S234). The stuffing plate 13 is lowered to 
place the five packs 1 into a box 2 which has been lifted 
to a position beneath the gates 7, and thereafter, the 
stuffing plate 1 3 is raised (Step S236). The side holding 20 
plate 35 is returned to the horizontal position, the gates 
7 are closed, the front and rear holding plates 9-1 and 9- 
2 are returned to their respective retracted positions, 
and the box 2 with packs 1 put therein is lowered and 
outputted (Step S238). In Step S240, whether or not the 25 
pusher plate 1 1 is in the original position is judged. If the 
pusher plate 11 is in its original position, the processing 
returns to Step S200, and the operation described 
above is repeated. 

[01 32] If it is judged that the pusher plate 1 1 is not in 30 
the original position in Step S240, Step S240 is 
repeated until the plate 1 1 returns to its original position, 
and, then, Step S200 is executed. 
[0133] A boxing system according to a second 
embodiment of the present invention is now described 35 
with reference to FIGURES 18-24. The boxing system 
of the second embodiment differs only in an alignment 
conveyor system from the boxing system of the first 
embodiment. Therefore, detailed description of the 
remaining portions will not be given. 40 
[0134] As shown in FIGURE 24. the alignment con- 
veyor system 58 according to the first embocfiment uses 
a plurality of fins 5 t . 62. 63. 5 4 , 5 5 and 5 6 . Each of the 
fins 5 1t 62, 63. 5 4 , 5 5 and 5 6 includes the mounting 
device 59 (FIGURE 6(a)) secured to the base 5b and 45 
spaced by a distance "a" from the partition 5a All the 
fins 5 1f Sg. 53, 5 4f 5 5 and 5e have the same distance "a". 
The fins 5^ 62. 53, 5 4 . 5 5 and Sg are mounted to the 
respective ones of pairs of fin-mounting fittings 33, 
which, in turn, are secured to the pairs of chain loops so 
18a and 18b. and 21a and 21b. In FIGURE 24, only the 
chain loop 18a is shown. As shown in FIGURES 23(a) 
and 23(b), the chain loop pair with the fins 5j , 52, 53. 5 4 , 
55 and 5 6 mounted thereto is driven to intermittently 
move by a fixed pitch P 1 , which is equal to the distance 55 
between adjacent ones of the mounting devices 59. 
This pitch P 1 is equal to an integral multiple of the pitch 
F of the fin-mounting fittings 33. In the example shown 



in FIGURES 23(a), 23(b) and 24, the pitch P 1 is equal to 
two (2) inches. Thus, the adjacent partitions 5a are 
spaced by 2 inches for accommodating a pack 1 having 
a thickness of more or less smaller than 2 inches. This 
successively places the tip ends of the fins 5 1t 5 2 . 5 3 , 
5 4 , 5 5 and 5 6 in a loading position 40 in the loading sta- 
tion 43 to receive a pack 1 fed from the input conveyor 4. 
[0135] According to the second embodiment, the 
alignment conveyor system 58 is so arranged that fins 
can be mounted not only with the spacing E therebe- 
tween being equal to an integral multiple of the pitch F 
of the fin-mounting fittings 33. but also with the spacing 
E being equal to a non-integral multiple of the pitch F. 
The fin spacing is changed in order to accommodate 
packs of various thicknesses D. For this purpose, the 
distance E between adjacent fins or partitions which is 
different from an integral multiple of the pitch F (= 1 
inch) of the fin-mounting fittings 33 is employed. In the 
illustrated example, the distance E is 2.5 inches. The 
illustrated example is arranged to convey packs 1 hav- 
ing a thickness of, for example, 2.2 inch. 
[0136] The illustrated example shown in FIGURE 20 
uses the first, third and fifth fins 5^ 53 and 5 5 with the 
mounting device 59 spaced by the distance "a fl from the 
partition 5a and second, fourth and sixth fins 60 2 . 60 4 , 
and 60 6 each having a similar mounting device 59 
secured to its base 60b and spaced by a different dis- 
tance "b" from its partition 60a. The different distances 
"a" and "b" are used because the spacing E between 
adjacent partitions is not an integral multiple of the pitch 
F of the fin-mounting fittings 33. Because of different 
distances "a" and "b" employed between the mounting 
device 59 and the partition, the distance between adja- 
cent mounting devices 59 are such that the distance 
between the mounting devices 59 of the first fin 5 t and 
the second fin fins 6O2 is P 1 (= 2 inches), the distance 
between the mounting devices 59 of the second fin fins 
6O2 and the third fin 53 is P 2 (= 3 inches), the distance 
between the mounting devices 59 of the third fin 53 and 
the fourth fin 60 4 is P t , the distance between the mount- 
ing devices 59 of the fourth fin 60 4 and the fifth fin 5s is 
P 2 , and the distance between the mounting devices 59 
of the fifth fin 5 5 and the sixth fin 60 6 is Pi . The values 
"a" and V are determined by the distance E between 
adjacent partitions (or the thickness of packs), the pitch 
F of the f in-mounting fittings 33. the radius of curvature 
of the turning path in the receiving station 43, etc. In the 
illustrated example, the value "b w is larger than "a" by 
0.5 inches. 

[01 37] As shown in FIGURES 21(a) and 21 (b), after a 
pack 1 is received on the second fin 60 2 at the loading 
position 40. the chain loops are forwarded by the pitch 
P 2 . This places the tip end of the third fin 53 at a loading 
position 41 (FIGURE 21(b)) in the loading station 43 so 
that a next pack 1 can be received on the third fin 63. 
Then, the chain loops are fed by the pitch P 1t which 
places the tip end of the fourth fin 60 4 at the loading 
position 40, so that another pack 1 can be received on 
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the fourth fin 60 4 from the input conveyor 4. In this way, 
the pitch by which the respective fins 5 and 60 are 
moved alternates between P 2 and P v The same proce- 
dures are repeated to load the fin set with five packs 1 . 
[0138] The loading positions 41 and 40 in the loading 5 
station 43 are such that the tip ends of the fins 5 and 60 
can properly receive a pack 1 in a straight position with- 
out causing the pack 1 to be bent, as shown in FIG- 
URES 21(a) and 21(b), and FIGURES 23(a) and 23(b). 
[0139] Now, the reason why the tip ends of the fins 
60 2 . 53, 60 4 , 5 5 and 60 6 can be placed properly in the 
loading positions 40 and 41 is described with reference 
to FIGURES 21(a). 21(b), 23(a) and 23(b). 
[0140] The alignment conveyor system 58 and the 
input conveyor 4 are in such positional relation that, as 
shown in FIGURES 23(a) and 23(b), the tip ends of the 
second through sixth fins 5 can be properly placed in 
the loading position 40 when the distance "a" between 
the mounting device 59 and the partition 5a is employed 
for all fins 5 and the pitch by which the chain loops are 
intermittently moved is an integral multiple of the pitch F 
of the fin-mounting fittings 33. 

[0141] FIGURE 21(a) illustrates the second fin 60 2 
with its tip end positioned at a loading position 40 in the 
loading station 43 in the turning path when the first fin 5-| 
is in the position forward by Pj (= 2 inches) from the 
loading position 40. (It is so programmed that the first fin 
5 1 does not stop at the loading position 40 because it is 
the fin 60 2 that first receives a pack.) 
[0142] Since the distance E between the partition 5^ a 30 
of the fin 5 1 and the partition 60 2 a of the fin 60 2 is 2.5 
inches, the chain loops or the fin 5 1 should have been 
moved by 2.5 inches, and therefore, the fin 5^ should be 
further moved by a shortage of 0.5 inches. However, 
since the distance between the mounting device 59 and 35 
the partition 60 2 a of the fin 60 2 is tf for adaptation of 
the mounting device 59 for the fin-mounting fittings 33, 
the tip end of the fin 60 2 can be in a position advanced 
from the position the tip end would assume when the 
distance H a" is employed, by the difference between "b" 40 
and "a", i.e. (b - a) = 0.5 inches. In other words, by shift- 
ing forward the position of the mounting device 59 of the 
fin 60 2 by (b-a). the tip end of the fin 60 2 in the arcuate 
, turning path is lifted upward to compensate for the 
shortage of 0.5 inches, so that the tip end can be posi- 45 
tioned properly at the loading position 40. 
[0143] FIGURE 21 (b) shows the second fin 60 2 in the 
position it assumes when the chain loops advance by 
P 2 (= 3 inches) from the position where the tip end of the 
second fin 60 2 was in the loading position 40. In this so 
state, the tip end of the third fin 5 3 is at a loading posi- 
tion 41 in the loading station 43, where the chain loops 
have advanced from the position where the tip end of 
the first fin 5^ is in the loading position 40 by just the 
twice the distance E between the partitions of adjacent 55 
fins, which is an integral multiple (five times) of the pitch 
F of the fin-mounting fittings 33. The tip end of the third 
fin 53 can be positioned properly at the loading position 



41 because the distance of the partition 53a and its 
mounting device 59 is "a". 

[0144] In the same manner, the tip ends of the fourth 
and sixth fins 60 4 and 60 6 can stop at the loading posi- 
tion 40 shown in FIGURE 21 (a), and the fifth fin 5 5 can 
stop at the loading position 41 shown in FIGURE 21 (b). 
where they can properly receive packs 1 . 
[0145] FIGURES 22(a) and 22(b) show the positions 
where the six fins 5 1f 60 2 , 5 3 , 60 4 , 5 5 and 60 6 . which 
have the distance E between the partitions of 2.5 
inches, would assume in the loading station 43 if the 
chain loops were intermittently moved by 2.5 inches. It 
should be noted that only three of the six fins, namely, 
the fins 5^ 60 2 and 53. are shown in FIGURES 22(a) 
and 22(b) for simplicity of illustration. The tip ends of the 
third and fifth fins 53 and 5 5 stop at the loading position 
41' shown in FIGURE 22(b), and the tip ends of the sec- 
ond, fourth and sixth fins 60 2 , 60 4 and 60 6 stop at the 
loading position 40 shown in FIGURE 22(a). The first fin 
5 1 passes both loading positions as in the case illus- 
trated in FIGURES 21(a) and 21(b). 
[01 46] If the system is so arranged that the tip ends of 
the even-numbered fins 60 2 , 60 4 and 60 6 are placed at 
the substantially appropriate loading position 40 as 
shown in FIGURE 22(a), the tip ends of the odd-num- 
bered fins 53 and 5 5 stops at the position 41' shown in 
FIGURE 22(b), which is lower by a relatively large dis- 
tance than the output end of the input conveyor 4. At 
such loading position 41 \ packs 1 fed by the input con- 
veyor 4 cannot be properly received on the fins 53 and 
55, but they may be bent before they are received on the 
fins 53 and 5 5 . 

[0147] As is understood from the above description, if 
the chain loops are moved by a step of 2.5 inches even 
when the distance E between adjacent partitions of fins 
is 2.5 inches, packs 1 cannot properly be received on 
the respective fins, as shown in FIGURES 22(a) and 
22(b). Accordingly, the amount by which the chain loops 
18a and 18b, and the chain loops 21a and 21b are 
moved intermittently must be varied in accordance with 
the distance between adjacent ones of the mounting 
devices 59. 

[0148] Although only one fin set has been described 
with reference to FIGURES 20 through 24, the same is 
applicable to the remaining fin set 
[0149] According to the second embodiment, the fins 
of each set are mounted to the chain loops with the dis- 
tance E between adjacent partitions determined in 
accordance with the thickness D of packs 1 (FIGURE 
20). For example, when the thickness of the packs 1 is 
about 2.2 inches, the fins 5 and 60 are alternately 
mounted to the fin-mounting fittings 33 with the distance 
E set to 2.5 inches. In this case, a value of 2.5 is set 
through the setting display unit 30. which is coupled to 
the CPU 27. By this setting, the first and second sets of 
fins 5 and 60 of the first and second groups can be 
advanced intermittently so as to properly receive packs 
1 successively from the input conveyor 4. as illustrated 
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in FIGURES 21(a) and 21(b). 

[01 50] In the example shown in FIGURE 24, the thick- 
ness D of the packs 1 is about 1.7 inches, and the fins 5 
are mounted to the fittings 33 with the distance E of 2.0 
inches. In this case, a value of 2.0 is set through the set- s 
ting display unit 30. so that the chain loops are moved 
intermittently to properly receive packs having the thick- 
ness D of about 1 .7 inches successively fed from the 
input conveyor 4. as shown in FIGURES 23(a) and 
23(b). 10 
[01 51 ] Now, the operation of the alignment conveyor 
system 58 according to the second embodiment is 
described with reference to the flow chart shown in FIG- 
URE 18. The flow chart is for the system in which the 
thickness D of packs 1 is about 2.2 inches, a set of fins 15 
mounted to the fin-mounting fittings 33 include six fins 
5i. 6O2, 63. 60 4 , 5 5 and 60 6 (FIGURE 20). and two such 
fin sets are mounted to the fin-mounting fittings 33 of 
each of the chain loop pair 18a, 18b and the chain loop 
pair 21a, 21b. The operation of the conveyor system 5 20 
can be achieved by setting a value of 2.5 through the 
setting display unit 30. Thus, the distance E between 
the partitions 5a and 60a of adjacent fins 5 and 60, 
which is equal to 2.5 inches, is Z5 times the pitch F (= 1 
inch) of the fin-mounting fittings 33. 25 
[0152] First, the controller (CPU) 27 causes the sec- 
ond fin 60 2 , in one of the two fin sets of a predetermined 
one of the first and second fin groups to advance to the 
loading position 40 in the loading station 43 as shown in 
FIGURE 21 (a) (Step S300). Then, the CPU 27 makes a so 
judgment as to whether a pack 1 has been put into the 
space 6 formed between the partitions 5^ and 602a of 
the fins 5 t and 60 2 (Step S302). If a pack 1 has been 
received, it is judged whether that fin set has been 
stopped in the loading station 43 an odd number of 35 
times (Step S304). Since it is the first time, i.e. or an 
odd-numbered time, that that fin set has stopped in the 
loading station 43. the associated chain loop pair 18a. 
18b, for example, are advanced by three inches by 
appropriately activating the associated stepping motor 40 
8a. It places the tip end of the third fin 53 in the loading 
position 41 as shown in FIGURE 21(b) (Step S306). 
Next, a judgment is made as to whether that fin set has 
stopped a predetermined number, five in the illustrated 
embodiment, in the loading station 43 (Step S308). In 45 
other words, the CPU 27 makes a judgement as to 
whether a predetermined number, five in the illustrated 
example, of packs 1 have been put into the respective 
spaces 6 formed between adjacent fins 5 1 , 60 2 , 53, 60 4 . 
5 5 and 60 6 . Since it is the second time that that fin set so 
has stopped when the tip end of the third fin 63 has been 
brought to the loading position 41, the process returns 
to Step S302, and Steps S302 and S304 are repeated. 
This time, however, the answer to the query made in 
Step S304 is NO, the associated stepping motor 8a is ss 
driven to advance the chain loops 18a and 18b by two 
inches (Step S310), which causes the tip end of the 
fourth fin 6O4 to be placed in the loading position 40 



shown in FIGURE 21(a). After that, the CPU 27 makes 
a judgment as to whether that fin set has stopped five 
times in the loading station 43. i.e. whether five packs 1 
have been put into the respective ones of the five 
spaces 6 (Step S308). Steps S302, S304 and S306 or 
S3 10 are repeated if the answer to the query made in 
Step S308 is NO. When that fin set has stopped the fifth 
time in the loading station 43. and all of the five spaces 
6 have been loaded with packs 1. the answer to the 
judgment made in Step S308 becomes YES. that set of 
fins Sl 60 2 . 5 3 . 60 4 . 5 5 and 60 6 is forwarded to the 
unloading station 19 (Step S312). Thereafter, the five 
packs 1 held in the spaces 6 between adjacent ones of 
the six fins are pushed out of the chain loops 18a and 
18b of the alignment conveyor system 58 by the pusher 
plate 1 1 . and that fin set is forward to the next position 
(Step S314). 

[01 53] After that, the next fin set is forward to the load- 
ing station 43 until the tip end of the second fin 60 2 is in 
the loading position 40 shown in FIGURE 21(a). and the 
same processing as described above is repeated. 
[0154] The forwarding of each fin set is controlled in 
such a manner that it does not interfere or contact with 
the preceding one. 

[0155] Now, the operation of the alignment conveyor 
58 is described with reference to the flow chart shown in 
FIGURE 19. The flow chart shown in FIGURE 19 is for 
explaining the operation of the conveyor system 58 
shown in FIGURE 24. in which the thickness D of each 
pack 1 is about 1 .7 inches and two fin sets each includ- 
ing six fins 5!, 52. 53, 5 4 . 5 5 and 5 6 mounted to the fin- 
mounting f ittings 33 mounted to each of the chain loop 
pairs 18a and 18b and 21a and 21b. The operation can 
be achieved by setting a value of "2.0" through the set- 
ting display unit 30. The distance E between partitions 
5a of adjacent ones of the six fins 5 is equal to 2 inches, 
which is twice the pitch F (= 1 inch) of the fin-mounting 
fittings 33 attached to the chain loops 1 8a. 1 8b and 2 1 a. 
21b. 

[01 56] First, the controller (CPU) 27 causes one of two 
sets in one of the four groups of fins to be brought into 
the loading station 43. where the tip end of the second 
fin 5 2 is placed in the loading position 40 as shown in 
FIGURE 23(a) (Step S400). Whether a pack 1 is put into 
the spacing 6 between the first and second fins 5^ and 
621 is judged by the CPU 27 (Step S402). If the space 6 
is loaded with a pack 1 . the associated chain loop pair 
18a and 18b. for example, is advanced by two (2) inches 
by driving the associated stepping motor 8a, so that the 
tip end of the third fin 5 3 is brought in the loading posi- 
tion 40 as shown in FIGURE 23(b) (Step S404). Then, a 
judgment is made as to whether that fin set has been 
stopped in the loading station 43 a predetermined 
number, five in the illustrated example, of times (Step 
S406). Since it is the second stop of that fin set that the 
tip end of the third fin 53 stops, which is less than the 
predetermined number of times, the processing in the 
respective Steps S402-S406 is repeated. When the fin 
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set has stopped five times in the loading station 43 so 
that five packs 1 have been put into the respective 
spaces 6, the fin set is forwarded to the unloading sta- 
tion 19 (Step S408). Then, the pusher plates 1 1 pushes 
out the five packs 1 in the five spaces 6 out of the align- 5 
ment conveyor system 58, and the fin set is forwarded to 
the next position (Step S410). After that, the tip end of 
the second fin 5 2 of the next fin set which belongs to the 
other fin group is brought to the loading station 40 
shown in FIGURE 23(a). and the processing in Steps w 
S400-S410 is executed in the manner as described 
above. 

[0157] As described above, the amount by which the 
chain loop pair is forwarded in one step of the intermit- 
tent forwarding of the alignment conveyor system 58 is 
according to the second embodiment depends on 
whether the distance E between the partitions of adja- 
cent fins is an integral multiple (e.g. 1 . 2, 3. ...) or a mul- 
tiple with a decimal (e.g. 1.1, 1.2, 1.3, ...) of the pitch F 
of the fin-mounting fittings 33 on the chain loop pair 1 8a 20 
and 18b and 21a and 21b. 

[0158] If, as shown in FIGURE 20, the thickness D 
(e.g. 2.2 inches) of the packs 1 to be handled is slightly 
less than a predetermined multiple (e.g. 2.5), which is 
greater than one and has a decimal portion, of the pitch 25 
F (e.g. 1 inch) of the fin-mounting fittings 33, the dis- 
tance E between adjacent partitions of. for example, the 
fins 5i and 60 2 . can be the predetermined multiple, i.e. 
2.5 times the pitch F of the fittings 33. Accordingly, it is 
necessary to alternately mount to the fin-mounting fit- 30 
tings 33, a plurality, two in this case, of different types of 
fins 5 and 60 having the distances "a" and "b", respec- 
tively, between the mounting device 59 and the parti- 
tions 5a and 60a. In this case, the mounting devices 59 
of the first and second fins are spaced by the distance 35 
Pi , the mounting devices 59 of the second and third fins 
are spaced by the distance P 2 , and the mounting 
devices 59 of the third and fourth fins are spaced by the 
distance P 1 . In this manner, the distance between the 
adjacent mounting devices 59 alternates between P t 40 
and P 2 . The chain loop pair is then advances intermit- 
tently by and P 2 . alternately. This makes the tip ends 
of the fins 60 and 5 be placed in the respective loading 
positions 40 and 41 in the turning path, where packs 1 
can be properly received in the respective pack receiv- 45 
ing spaces 6. 

[0159] The thickness D (e.g. 1 .7 inches) of packs 1 to 
be handled may be slightly less than a multiple (e.g. 
two) of the pitch F (e.g. 1 inch) of the fin-mounting fit- 
tings 33, as in the case shown in FIGURE 24. In this so 
case, the distance E between adjacent partitions 5a of 
the respective fins 5 r 5 6 can be an integral multiple (e g. 
two) of the pitch F of the fin-mounting fittings 33. 
Accordingly, it is possible to use a plurality, e.g. six in the 
illustrated example, of fins of the same structure with ss 
the distance "a" between the mounting device 59 and 
the partition 5a. Thus, the mounting devices 59 of the 
fins 5 1f 5 2t 53, 5 4 , 5 5 and 5q can be mounted to the 



respective fittings 33 with the same pitch (e.g. 2F). In 
this case, the fin set is advanced stepwise by a fixed 
pitch (= 2F « 2 inches in the illustrated embodiment), 
and the tip ends of the respective fins 63. 5 3 . 5 4 , 5 5 and 
5e can be placed properly in the loading position 40 in 
the turning path shown in FIGURES 23(a) and 23(b). 
[0160] As described above, according to the second 
embodiment, independent of the mounting pitch F of the 
fin-mounting fittings 33. the tip ends of the fins can be 
placed in the loading position in the loading station 
appropriate for receiving a pack 1, by using either fins 5 
or fins 5 and 60, dependent on the thickness of the 
packs 1 to be handled, and advancing the fins by a pre- 
determined fixed amount as shown in FIGURES 23(a). 
23(b) and 24, or alternately by predetermined different 
pitches (e.g. 2F and 3F) as shown in FIGURES 20. 
21(a) and 21(b). With this arrangement, as shown in 
FIGURES 20 and 24, packs 1 can be held adjacent to 
each other and conveyed, and they can be pushed out 
from the alignment conveyor system 58 onto the gates 
7, without being bent since packs 1 can be held with lit- 
tle gap between adjacent ones. Then, the front and rear 
holding plates 9-1 and 9-2 can hold, without fail, the 
packs 1 which are closely spaced and erected on the 
gates 7, and can put them into the box 2. 
[01 61 ] As described above, packs having a thickness 
less than an integer, one or greater, plus 0.5 times the 
pitch of the fin-mounting fittings 33 can be handled by 
using only two types of fins, e.g. fins 5 and 60, having 
different distances between the mounting devices 59 
and the partitions. Thus, the number of types of fins to 
be prepared can be small, two in the illustrated exam- 
pies, and, therefore, the manufacturing of the fins is 
easy. Also, the number of the types of fins to be stocked 
can be small. 

[0162] The length of the bases 5b (60b) on which 
packs are placed should be slightly less than the dis- 
tance E between adjacent partitions 5a (60a). 
[0163] In the above-described embodiments, the 
number of fins used is six. but a different number of fins 
may be used to convey a different number of packs in a 
time. 

[0164] Also, the system of the present invention can 
put two or more rows of packs in a box 2, as in the prior 
art shown in FIGURES 25(a) through 25(d). Also, a row 
or rows of packs may be stacked in a box 2. For these 
and other modifications, the shape of the pusher plate 
1 1, the shape and distance of the front and rear plates 
9-1 and 9-2, the timing of the lowering and lifting the 
stuffing plate 13, etc. may have to be modified, but such 
modifications are within the scope of the invention. 
[0165] In the descried embodiments, packs 1 are sup- 
plied to the alignment conveyor system 58 one by one in 
a row. Although not shown, however, two or more packs 
1 may be fed side by side from the input conveyor 4 into 
each of the pack receiving spaces 6 on the alignment 
conveyor system 58. In such a case, packs are pushed 
out from the alignment conveyor system 58 in two or 
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more rows onto the gates 7. In this case, too, the shape 
of the pusher plate 1 1 , the shape of the front and rear 
plates 9-1 and 9-2, the timing of the lowering and lifting 
the stuffing plate 13 etc. may have to be modified, but 
such modifications are within the scope of the invention. 5 
[0166J Packs 1 can be put in a box 2 with one lateral 
side down. 

[01 671 In the described embodiments, each of the first 
and second groups of fins includes two sets of fins, but 
it may include only one set. ro 
[0168] The controller (CPU) 27 may be arranged to 
control the system in such a manner that when one fin 
set of one of the first and second fin groups is in the 
unloading station 19, one fin set of the other fin group 
loaded with a predetermined number of packs 1 can is 
stand by for the unloading immediately before the 
unloading station 19, which results in improvement of 
the boxing efficiency of the boxing system. 
[0169] The force sensors 70 may have a structure 
shown in FIGURES 9(a) and 9(b), instead of the struc- 20 
ture shown in FIGURES 8(a) and 8(b). FIGURES 9(a) 
and 9(b) are front and side views of one of the force sen- 
sors 70. This alternative structure includes a load cell 
100 for detecting the magnitude of the force with which 
the associated holding plate 9 presses the row of packs 25 
1 and generating a magnitude-representative signal. 
The load cell 100 is coupled between the sliding shaft 
74 and the holding plate 9. The holding plate 9 is driven 
by the holding plate linear driver 63 to forward to contin- 
uously press the end pack 1 . The controller 27 stops the 30 
driving of the holding plate linear driver 63 in response 
to the magnitude representative signal the load cell 1 00 
generates when the holding plate 9 presses the pack 1 
with a preset force. In place of the load cell 100, a pie- 
zoelectric device may be used. Alternatively, a pressure 3s 
sensor may be used in place of the load cell 100, 
together with a piston and a cylinder filled with a fluid. 
One of the piston and the cylinder is coupled to the slid- 
ing shaft 74 and the other to the holding plate 9. The 
pressure sensor is connected in such a manner as to be 40 
able to sense the pressure applied to the fluid. 
[0170] The fins used in the described embodiments 
are the fins 5-1. 5-2. 5'-1 and 5-2 for one inch for the 
distance E between adjacent partitions of 1 inch (FIG- 
URES 1 and 2). the fins 5 for two inches for E of two 45 
inches (FIGURE 24), and the fins 5 and 60 for 2.5 
inches for E of 2.5 inches (FIGURE 20). but fins for 3. 4, 
1.3 or 2.8 inches, for example, may be used for the dis- 
tance E of 3. 4. 1.3 or 2.8 inches may be used instead 
for receiving, from the input conveyor 4. packs 1 having so 
a corresponding thickness. In this case, the amount of 
intermittent movement of the fins in the standby position 
before the loading station 43 to place them in the load- 
ing station is set to a value equal to or approximately 
equal to the distance between the mounting device 59 55 
of the fin in the loading station and the mounting device 
59 of the immediately succeeding fin. 
[0171] Further, in the described embodiments, one or 



more of fin sets are put in a standby position before the 
loading station or the unloading station. However, the 
present invention can be also applicable to an alignment 
conveyor system in which fin sets do not stand by for the 
unloading or loading before the unloading or loading 
station. 

[0172] The above-described arrangement, in which 
fins with a variable spacing between adjacent mounting 
devices 59 with the fins intermittently forwarded with a 
corresponding variable pitch, can be also applied to a 
conveying system having only one chain conveyor. 
[0173] As various changes could be made in the 
above without departing from the scope of the invention, 
it is intended that all matter contained in the above 
description and shown in the accompanying drawings 
shall be interpreted as illustrative and not in a limiting 
sense. 

Claims 

1 . A conveyor apparatus comprising: 

a group of first partitioning means mounted on 
first conveying means with spaces provided 
along a conveying direction between adjacent 
ones of said first partitioning means, each of 
said spaces being sufficient for holding an arti- 
cle, said first partitioning means being adapted 
to pass through an article loading position 
where articles are put into respective ones of 
said spaces and an article unloading position 
where the articles held in said spaces are 
unloaded; 

a group of second partitioning means mounted 
on second conveying means with spaces pro- 
vided along said conveying direction between 
adjacent ones of said second partitioning 
means, each of said spaces being sufficient for 
holding an article therein, said second parti- 
tioning means being adapted to pass through 
said article loading position and said article 
unloading position; 

driving means for driving said first and second 
conveying means independent from each 
other; and 

control means for causing said group of first or 
second partitioning means after being loaded 
or unloaded, to travel to said unloading or load- 
ing position at a speed higher than the speed at 
which said partitioning means pass through 
said loading position. 

2- The conveyor apparatus according to Claim 1 
wherein said control means causes either one of 
said groups of first and second partitioning means 
to pass through said loading position at a predeter- 
mined article receiving speed, while causing the 
other of said groups of first and second partitioning 
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means to be placed in said unloading position. 

The conveyor apparatus according to Claim 1 
wherein, while one of said groups of first and sec- 
ond partitioning means is being loaded in said load- s 
ing position, the other of said groups, after being 
unloaded, stands by for the loading at a position 
before said loading position. 

The conveyor apparatus according to Claim 2 10 
wherein, while one of said groups of first and sec- 
ond partitioning means is being loaded in said load- 
ing position, the other of said groups, after being 
unloaded, stands by for the loading at a position 
before said loading position. 15 

The conveyor apparatus according to Claim 1 
wherein, while one of said groups of first and sec- 
ond partitioning means is being loaded in said load- 
ing position, the other of said groups, after being 20 
loaded with articles, stands by for the unloading at 
a position before said unloading position. 

The conveyor apparatus according to Claim 2 
wherein, while one of said groups of first and sec- 2s 
ond partitioning means is being loaded in said load- 
ing position, the other of said groups, after being 
loaded with articles, stands by for the unloading at 
a position before said unloading position. 

30 

A conveyor apparatus comprising: 
conveying means; and 

a plurality of partitioning means mounted to 
said conveying means, each of said partition- 3s 
ing means being detach ably mounted to said 
conveying means by means of partitioning 
means mounting means, and being spaced 
from adjacent partitioning means along a con- 
veying direction to provide spaces therebe- 40 
tween sufficient to hold articles therein; 
wherein each of said partitioning means 
mounting means comprises: 
a through-hole formed in either of said convey- 
ing means and said partitioning means, having 45 
wider and narrower openings communicating 
with each other; 

a partitioning means retainer mounted by an 
elongated member to the other of said convey- 
ing means and said partitioning means, said so 
retainer being adapted to be inserted into said 
wider opening of said through-hole and, then, 
moved into said narrower opening to contact 
the periphery of said narrower opening; 
a spring adapted to press said retainer in said ss 
narrower opening against said periphery of 
said narrower opening; and 
a detent for preventing said retainer pressed 



against said periphery of said narrower open- 
ing from moving into said wider opening. 

8. A boxing system including an article holding 
arrangement including holding means for holding a 
predetermined number of aligned articles to be put 
in a box, said holding arrangement comprising: 

a driving unit for moving said holding members 
toward and away from each other along a 
direction in which said articles are aligned; 
a force detecting unit for detecting forces with 
which said holding members press said aligned 
articles when said holding members are driven 
toward each other; and 

means for stopping said driving unit from driv- 
ing said holding members when the forces 
applied to said holding members as detected 
by said force detecting unit is greater than a 
predetermined value. 

9. A boxing system comprising : 

front and rear holding members for holding a 
predetermined number of aligned articles to be 
put in a box, by applying force to said aligned 
articles in the direction of alignment; and 
side holding members for holding said aligned 
articles held by said front and rear holding 
members, by applying force to said aligned arti- 
cles in the direction perpendicular to said direc- 
tion of alignment. 

10. A boxing system comprising: 

holding members for holding a predetermined 
number of aligned articles; and 
a funnel-shaped guide into which said aligned 
articles held by said holding members are 
forced to thereby put said aligned articles into a 
box disposed at an outlet port of said funnel- 
shaped guide; 

wherein said outlet port of said funnel-shaped 
guide comprises guide plates which can be 
pushed outward by said articles passing there- 
through and return to the original position when 
said articles have passed, and biasing means 
for biasing said guide plates to said original 
position. 

1 1 . A conveyor apparatus comprising : 

conveying means travelling in a loop including 
upper and lower paths with turning paths there- 
between; 

a plurality of partitioning means mounted to 
said conveying means, each of said partition- 
ing means being detachably mounted to said 
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conveying means by means of partitioning 
means mounting means, and being spaced 
from adjacent partitioning means along a con- 
veying direction to provide spaces therebe- 
tween sufficient to hold articles therein. 5 
successive ones of said spaces being loaded 
with articles when said partitioning means pass 
through a predetermined loading position in the 
turning path from said lower path to said upper 
path; and w 

driving means for driving said conveying 

means; 

wherein: 

each of said partitioning means includes a par- 
tition standing erect and extending in the direc- is 
tion perpendicular to said conveying direction, 
and a base connected to said partition; and 
each of said partitioning means mounting 
means comprises a mounting device secured 
to said base of said partitioning means, and an 20 
engaged device adapted to be engaged by an 
associated mounting device, said engaged 
devices being secured to said conveying 
means along said conveying direction with a 
fixed pitch; 2 s 
said engaged devices are arranged such that 
plural types of partitioning means with different 
distances between the mounting devices and 
the partitions thereof can be mounted to said 
conveying means; and 30 
said conveyor apparatus further includes con- 
trol means for changing the amount by which 
said partitioning means are advanced to 
receive articles in said loading position, in 
accordance with said distance between said 35 
mounting devices of adjacent ones of said par- 
titioning means. 

12. The conveyor apparatus according to Claim 11 
wherein two different types of partitioning means 40 
are used. 

13. The conveyor apparatus according to Claim 11 
wherein each of said partitioning means mounting 
means comprises: 45 

a through-hole formed in either of said convey- 
ing means and said partitioning means, having 
wider and narrower openings communicating 
with each other; so 
a partitioning means retainer mounted by an 
elongated member to the other of said convey- 
ing means and said partitioning means, said 
retainer being adapted to be inserted into said 
wider opening of said through-hole and, then, 55 
moved into said narrower opening to contact 
the periphery of said narrower opening; 
a spring adapted to press said retainer in said 



narrower opening against said periphery of 
said narrower opening; and 
a detent for preventing said retainer pressed 
against said periphery of said narrower open- 
ing from moving into said wider opening. 

14. The conveyor apparatus according to Claim 12 
wherein each of said partitioning means mounting 
means comprises: 

a through-hole formed in either of said convey- 
ing means and said partitioning means, having 
wider and narrower openings communicating 
with each other; 

a partitioning means retainer mounted by an 
elongated member to the other of said convey- 
ing means and said partitioning means, said 
retainer being adapted to be inserted into said 
wider opening of said through-hole and, then, 
moved into said narrower opening to contact 
the periphery of said narrower opening; 
a spring adapted to press said retainer in said 
narrower opening against said periphery of 
said narrower opening; and 
a detent for preventing said retainer pressed 
against said periphery of said narrower open- 
ing from moving into said wider opening. 
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